











ait 











a: 





° 


Sti 











OCTOBER, 1955 
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Copper-Tin-Zinc Plating 
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Light Metals 
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Finishing Pointers 
Spotty Plating 


Science for Electroplaters 
Formulas 
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Yi sures GOOD PAINT ADHESION .. 
} <a CORROSION of the ian 


A simple economical process for the cleaning 
and preparation of steel for painting 


Clepo 196 for Tank Dipping 





Clepo 196-F for spray washing machine 
treatment. 


For more information contact your 
Clepo Service Engineer or write for 
the Clepo-Phos booklet 
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O hens a EComfe nthe re. 


538 FOREST STREET, KEARNY, N. J. 
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AT WORK 








Use ENT HONE Emulsion Cleaner 1/5 


DIP e @ e e Steel parts to be cleaned in Emulsion Cleaner 75 for only 15 seconds. This simple immersion 
is done at room temperature (no heating facilities required) and with no irritation of the 
operator’s nose, throat or skin. 


RINSE e ein plain water. 


DONE e e e and done thoroughly ...in seconds! All heavy oil films and solid dirt have been removed 


from every corner and crevice . . . from slots, tapped holes and sculptured patterns. 
INSURE e smooth, bright, adherent electrodeposits. 


WRITE FOR FREE LITERATURE ON THIS SIMPLE, FAST, SAFE .. . AND ECONOMICAL .. . METHOD OF CLEANING METALS, 





2 NTHON [2 442 ELM sTREET, NEW HAVEN 11, CONNECTICUT 
INCORPORATED ELECTROPLATING CHEMICALS 


a PBR LT > 


Service Representatives and Stock Points: BINGHAMTON, N. Y., Austin F. Fletcher, Inc.; CHICAGO, Ardco, Inc.; CLEVELAND, R. O. Hull & Co.; 
DALLAS, Weaver Engineering & Supply Co., Inc.; LOS ANGELES, L. H. Butcher Co. 
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THE MORE KNOW-HOW 4 
YOU PUT IN THE BARREL, ; 
THE MORE PROFIT ' 
YOU TAKE OUT rs 


Useful facts gathered during Oakite’s years of experience 
in barrel finishing are packed like #12 stones in this 10-page booklet 
covering such subjects as: 





PRECLEANING —Good tank cleaning; Good barrel cleaning; Good 
rinsing saves money. 


CUTTING DOWN, DEBURRING—Good solutions; Abrasive media, 
water and work ratios, etc. 


PICKLING, DESCALING, BRIGHT DIPPING — Good solutions for steel, 
brass, aluminum, etc. 


BURNISHING — Good solutions; Burnishing media; water and work 
ratios, etc.; How to overcome water hardness; How to keep barrels 
and media clean; How to prevent rusting, tarnishing and other 


corrosion. 
FREE... ror your copy of “May I put my 
C head in your finishing barrel?” just write or 
mail the coupon. 
PAL Se SIE | 
aoe Sa SATS 
Technical Service Representatives in aaast yee ala peat as si 


Principal Cities of U.S. and Conado ayy, 
OAKITE PRODUCTS, INC. 


a cuit? er te 26 Rector St New York 6, N. Y- 


r — 4 
Finishing. 
OAKI E : Send me a FREE copy of your booklet on Barrel Finis ‘ 


Oe © 6 Pat OFF. 


4), git 

“AP Ra, * METHODS ° . 8% tee Tas. 
Name 8 
eee : 


sii accel OETA ee 


Metal Finishing is published monthly by the Finishing Publications, Inc., 381 Broadway, Westwood, New Jersey, U.S.A. 
Entered as second class matter at the Post Office in Westwood, N. J. Volume 53, No. 10, October, 1955. Four Dollars Per Year. 
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USE “RELIANCE” PRODUCTS FOR 


ECONOMY : EFFICIENCY : DEPENDABILITY 
WRITE FOR FURTHER DETAILS 


OBLIQUE 
TUMBLING BARREL 





EXTRUDED COMPOSITIONS 


STANDARD SIZE 
24nan we 








+23A 
POLISHING LATHE 





NUWAY BUFFS FOR 
FAST CUTTING 


BACKSTAND IDLER 


Chas. F. L>Hommedieu & Sons Co. 


C. B. Little 
Ta Newark, N. J. 
W. R. Shields 
Detroit, Mich. 


Powell Calvert 


Feasterville, 





METAL 


Plating 


104 Second Street 


Pa 





FINISHING, 


MANUFACTURERS of | 
and Polishing Machinery | 


Complete Plating Plants~ Installed 


‘ Branches: 
Gen. Office and Factory: 


4521 Ogden Ave. Cleveland 


CHICAGO 


and 


Los Angeles 


October, 1955 




















LONGER 


| BUFF LIFE iy F : 
with New H-VW:M Binderized* Ruff-L-Buffs° 


Not just “another type of buff’, but a revolutionary new H-VW-M process which 
impregnates the entire Ruff-L-Buff with the same organic binder used in buffing 
compounds. From these new “Binderized”’ Ruff-L-Buffs come a host of practical, 
cost-cutting advantages, proved over many months in actual production line operations. 


@ Longer buff life — damage from overheating elimi- 
nated by pre-lubrication of buffing material, pre- 
venting excess frictional heat caused by constant 
flexing. This additional buff life has averaged 30% 
in actual test runs. 


@ Better compound adherence — the binderizing im- 
pregnation creates an affinity between buff and 


compound. The compound does the cutting, not 
the buff. 


@ Faster cutting action — more compound is retained 
on the buff, insuring an even cut for a longer 
period without re-application of compound. 


@ Extended composition life — additional binder in 
the cloth ensures better abrasive adhesion, longer 
life of both composition and buff. 


* Patent Pending F } . ti 
** Patent No. 2,140,208 or complete information on 


and other specialized buffs 


H-VW-M Binderized Ruff-L-Buffs 
write for Bulletin No. B-102. 


@ Heading-up time — new wheels require only appli- 
cation of the compound to be ready for immediate 
operation. 


@ Cooler running — in addition to pre-lubrication, six 
holes in the center and twelve air channels in the 
center rim provide a forced air circulation over 
all cloth surfaces. * * 


And, of course, Binderized Ruff-L-Buff retain such 
important features as bias-cut cloth to prevent unrav- 
elling, perfect buff balance for uniform rotation and 
wear, and exclusive Red-E-To-Use face that takes 
compound without need for surface preparation. 


H-VW-M bias-cut Sisalweev buffing wheels are also 
available in Binderized types. ' 














Your H-VW-M combination— 
of the most modern testing 
and development laboratory 
—of over 80 years experience 
in every phase of plating and 
polishing — of a complete 
equipment, process and sup- 
ply line for every need. 
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HANSON-VAN WINKLE-MUNNING CO., MATAWAN, N. J. 


Plants: Matawan, N. J. * Anderson, Ind. * Grand Rapids, Mich. 
SALES OFFICES: ANDERSON * BALTIMORE * BOSTON * CHICAGO 
CLEVELAND ° DAYTON ° DETROIT ° GRAND RAPIDS 
LOS ANGELES ¢ LOUISVILLE * MATAWAN © MILWAUKEE 
NEW YORK °¢ PHILADELPHIA ° PITTSBURGH * ROCHESTER 
SAN FRANCISCO ° SPRINGFIELD (MASS.) ° ST. LOUIS 
STRATFORD (CONN.) ° UTIC ° WALLINGFORD (CONN.) 
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@ 1233 
INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES © EQUIPMENT © SUPPLIES 
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CAN'T BE 


In plant after plant, production departments 
report “greatly improved cleaning” 

.. Rejects reduced from normal 15% to 
less than 1%”’...‘‘not one case 

of solvent breakdown”... .“‘cleanout periods 
extended”’...“Savings up to $550.00 
weekly due to fewer cleanouts and 


less solvent consumption.” 


G. S. BLAKESLEE & CO. 


also Manufacturers of Blakeslee Metal Washing and. Surface Treatment Machines 
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DEGREASING SOLVENT 







BEAT! 


ON 


s+ < 
Sra Keser’ 





Write now to learn why you can 
save money and increase production 
with Blacosolv Degreasing 
Solvent and Blakeslee Degreasers. 


1844 S. Laramie Ave., Chicago 50, Ill. 
NEW YORK « LOS ANGELES »« TORONTO 
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See this Ingenious RANSOMATIC 
“at work” at the Philadelphia Show 


It was built for The Thomas & Betts Co., Elizabeth, N.J., for 
adding additional corrosion protection to electrical fittings. 
Basically a typical automatic, sequential, batch Ransomatic, 
it incorporates ingenious features to minimize marring of 
chromate conversion coating. 


The push of a button starts a cycle of: transfer of a collected 
batch of work from a tank of cold water into the drum 
where work will receive a sequence of cold line rinse— 
recirculated chromate bright dip—cold line rinse—re- 
circulated alkaline bleach—hot water rinse—recirculated 
hot air dry off and unload into receptacle. Complete auto- 
matic cycle takes less than 15 minutes for one 8 cu. ft 
batch of work. 


This Ransomatic occupies only 90 square feet and will greatly 
improve the finish of the customer's product, simultaneously 
effecting substantial savings in labor and floor space. 


Similar Drum or Cabinet Type Ransomatics can be built in 
any size and for any combination of solutions for metal 
surface treatment. 


There’s nothing else like 


RANSOHOFF 
INGENUITY 


for saving time, space and costs 
with automatic metal 
surface treatments 


For 38 years, Ransohoff inventiveness, experience and 
willingness to tackle new unsolved problems has helped 
the ‘“‘who’s who” of the metal working industry keep their 
metal surface treatments in step with other production 
advancements. The Ransohoff Engineering and Production 
team is at your service. 


See us in Philadelphia 
or write to— 


RANSOROFE, wc 


rane @Lvo., 


NORTH FIFTH AND 





































Shown in BOOTH 1608 


Commercial Museum Section 


NATIONAL METAL 
EXPOSITION 
and CONGRESS 


CONVENTION HALL—PHILADELPHIA 





OCTOBER 17 THRU 21 


HAMILTON, 


OHIO 


METAL FINISHING. October. 1955 


Dace ih atc REMAN AAR LAN 2 PAS BE SI 


So as ir a 








ett aa eds 


He eat SPR mt 


ne pata 











Seis dase cats nc 








CSB an Lp gk I ad RE Sa 








Aw Nt at RGA ts til ala 


Sep te Ne Os 





The Power S upply of Tomorrow— Here Today 





RAPID GERMANIUM RECTIFIERS 


EFFICIENT * COMPACT « SEALED JUNCTIONS * LONG LIVED 


The features of new Rapid 
GERMANIUM Rectifiers are prov- 
ing to be the answer to many of 
the plating industry's power prob- 
lems. More than any other DC 
power supply, Rapid GERMANIUM 
Rectifiers answer the need for — 





EFFICIENCY — 95%. at full load 

VOLTAGE STABILIZATION — = 1 volt from no load to full load 

COMPACTNESS — require much less space than conventional 
units 

SEALED JUNCTIONS — corrosion is kept out 

PRECISE CONTROLS — oil immersed, fully motorized Inductrol 
controls, provide continuously variable control at the touch 
of a button 


LONG-LIFE — no aging or change in characteristics even after 
accelerated full load tests 


Find out more about RAPID GERMANIUM RECTIFIERS, ‘‘the power 
supplies of tomorrow — here today'’. Write to Rapid Electric Co., 
2881 Middletown Road, New York 61, New York. Ask for Bulletin G-5. 


, eS . THE NAME THAT MEANS ‘Mose (Hott Yor /” 


RAPID ELECTRIC COMPANY 
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% © MADE BY THE MANUFACTURERS OF FAMOUS AND AC- 
‘ wast CEPTED SCHAFFNER NO NUBBIN BUFFING COMPOSITIONS. 


‘“ 


; > CLIP TO YOUR LETTERHEAD 


Schaffner sie 
manufacturing company, inc. 


SCHAFFNER CENTER * EMSWORTH, PITTSBURGH 2, PA. 








Please send me catalogue 


and complete information: 


Name, Manufacturer and 
NOW PRESENTLY USING Code No. of Buff 


DIAMETER —— CENTER SIZE 
CENTER SIZE ARBOR 


PLY COUNT 
NORMALLY I USE SECTIONS PER MONTH 


NAME TITLE 
COMPANY STREET 





















































ee a a 


SCHAFFNER AIR-COOLED METAL-CENTER BUFFS ARE PRICED RIGHT PRODUCED IN ALL DIAMETERS, CENTERS, PLYS AND COUNTS 
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| (Gyn AUTOMATICS 





reduce costs 


improve quality 


Crown Automatics are ideal for plating your barrel or racked 
work. Crown manufactures the widest variety of fully 
automatic plating machines in the industry... there is a 
model to fit your needs. Write us details of your 

job and production requirements. 





CROWN RHEOSTAT AND SUPPLY COMPANY 


3465 N. KIMBALL AVENUE «+ CHICAGO 18, ILLINOIS 






























nickel plating 


... Still and barrel... nickel anodes—all com ner- 
cial grades and sizes .. . anode bags... single 
nickel salts—nickel chloride . . . nickel carbonate 
... nickel fluoborate ... boric acid. 








eoeeeeeoeeeseeeeeeeeeeeeeewaeeeeeeeeeeeeesee 


chromium plating 
... pure "Krome Flake” 99.8% CrO3... sulphates 


5; less than .10% ... lead, tin-lead and antimony- 
HARSH AW lead anodes. 


eeenee0e0ee eeeeeesereeeeeeeeeeseeseseseeseeeeeeeeee ee ee @ 


electroplating 


CH EM fey.) B— ... copper ball anodes .. . Rochelle Salts... so- 


dium and copper cyanides...copper sulfate... 
and pper cy pp 


copper fluoborate. 
7am PN, Ce} 9] 3 


copper plating 





eseeeeeeteeerteeerteenerteeeeeeeenstespesnesneeeseeeeeeeeeee eee 


cadmium plating 


... ball and cast cadmium anodes... cadmium 
oxide ...sodium cyanide... cadmium fluoborate. 


eoeeeeeeeeeeeeeseeeeeeeeeeeeeeseeseeeeeeee eee @ 





tin plating 


...cast tin anodes...sodium stannate...stannous 
sulfate ...tin fluoborate... acid tin addition agent. 


zinc plating 


... ball and cast zinc anodes... sodium and zinc 
cyanide... zinc sulfate... zinc fluoborate. 


ee0eo3eweee? eoeeeeoeeeeveeeeeeeeeeeeeeeeseeeeeeeeveeeeeeeeee @ 


lead plating 
... cast lead anodes... lead fluoborate. 


eeeeeeeereeeeeeeeeeeeeeeeseseeeeeeeeeeevree eee & 





silver plating 





. silver cyanide. 


THE HARSHAW CHEMICAL COMPANY 


Cleveland 6, Ohio 


Chicago 10, Ill. + Cincinnati 13, Ohio ° Detroit 28, Mich. 
> Houston 11, Texas + Los Angeles 22, Calif. » Philadelphia 48, Pa. 
Pittsburgh 22, Pa. « New York 17, N. Y. 








12 METAL FINISHING, October, 1955 


en 











Should You Use 


VACUUM COATING ? 


Would a Colorful Metallic Finish Add Sales Appeal to Your Product? 
Do You Want a Metallic Finish on a Non-Metallic Product? 
Would Vacuum Coating Cut Your Production Costs? 





NOW YOU CAN AFFORD COLOR 


The gleaming, colorful metallic surface provided by vacuum 
coating is the answer to competitive demands for color 
where quality must be maintained, but pennies have to be 
pinched. Vacuum coating adds a bright shiny finish to metal, 
plastics and many other materials. The range of colors is 
virtually unlimited. 


PRODUCTION SAVINGS 


Buffing and polishing operations are eliminated. Inexpen- 
sive base materials can be used. There is no need for skilled 
operators. 





a 


This NRC 
“Rapid Cycle” 
vacuum coater 

cuts unit finishing 
costs from 
$4.00 each 
to 95¢ each, 


and, best of all, 
customers like the 
new product better. 


THE GUESSWORK IS GONE 


From experience in all phases of vacuum coating, we know 
that, spectacular as it is, vacuum coating is no cure-all. 
Tell us what you are processing now, and let us tell you 
whether you can benefit from this technique. If vacuum coat- 
ing can help you, we'll supply you with vacuum - coated 
samples of your own product, in a selection of colors so that 
you can evaluate them for performance and sales appeal. 
We'll give you production rates and unit costs for coating 
your product. Provide a complete system engineered to your 
requirements. Install it, train your operators and stay on the 
job until it is operating to your satisfaction. 


Send us the story on your operations today, or use the coupon to get more information. 


SALES OFFICES 

Boston, Chicago, Cleveland, 
Houston, Los Angeles, New York, 
Palo Alto, Philadelphia; 


EQUIPMENT 
in Canada: Toronto, Arnprior 


CORPORATION 
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NARESCO EQUIPMENT CORPORATION | 


Subsidiary of National Research Corporation | 
Dept. 1310 Charlemont St., Newton Highlands 61, Mass. 


| 

Please send me the “Rapid Cycle” Vacuum Coater Bulletin. | 
| errr rr rrr rrr TTT TrTrTrr rr TT Tricity Thc | 
| 

GOD sc cedccvccdccedesécctererccesassccncesocesesesoodcoescoes | 
| 

pO EEE TE OTT ToT TTC TTT TT OTT TTT TT Tt tee | 
| 

Gavi ck incusndsdconeccdecetivecdcadésads WAG dc cccccccecceese | 
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ONLY HENDERSON OFFERS 
THIS 3-PIECE CONSTRUCTION 








In all Henderson Horizontal Cast Tumbling Barrels, one of which is shown , 
above, the ends are separate from the body. As the body carries the load, it If You're A 
wears out long before the ends do. For a long time, therefore, with Henderson “Tumbler” 


barrels, you will need to replace only the bodies, merely bolting on the original 
ends. Compared with the cost of complete new barrels, you can thus save as 


Send for This 


h as 40%! need 
much as 6! CATALOG 










After long experience in the finishing field, we like to recommend cast-iron 
barrels for most deburring and grinding jobs, but we make rubber, Neoprene, iT NDI 
and wood-lined barrels — over 25 types, a barrel for every conceivable finish. MMELING 
Besides the highest quality of material and workmanship, when you buy a ; 
Henderson, you get a lot of “know how”! 


THE HENDERSON BROS. COMPANY 
“The Tumbling Barrel People” 


133 SOUTH LEONARD ST., WATERBURY, CONN. 









SINCE 1880 
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Fig. 1. 
on rod placed in saddles on transfer frame. At 
end of each processing period the machine 

















Loading End. Loaded racks are hung 


4 E WwW Automatic 


TRANSFER MACHINE 


for Pre-Plate Processing 





One unit saves labor of 3 to 6 men. 


Extremely flexible—different metals 
such as steel, brass and even die casting 
can be processed with the same set-up. 


Shops that have BELKE Automatic 
Transfer Machines use them for most 
of their work. 


Resi hh 1. 
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. 3 ; ‘Yy Te LAs 
<4 GP | 5 g yates 
automatically lifts all rods and advances each . : i ry? t « 


one tank in the processing cycle. r 3 

Fig. 2. Delivery End. Picture shows transfer 
frame elevated in the transfer operation. When 
the frame comes down the last rod, which car- 
ries parts from the last tank in the processing 
cycle, will be placed in the unloading saddles 
on the frame which extends beyond the last tank. 
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METAL FINISHING. 


Features 


Affords practically any required cycle 
for plating, painting, etching, etc. 


Flexible. Easily adjusted to “skip” tanks 
for processing articles of different basic 
metals without changing solution. 


Automatic Timing. Easily set for any 
processing period from 10 seconds to 
20 minutes. 


Uniform Processing. The automatic 
timer doesn’t forget— is not called 
away. Spoilage is avoided. 


Helps Foreman maintain full produc- 
tion. At a glance he can see partially 
loaded rods or empty saddles—then 
locate the cause. 


Available with conveyor-equipped plat- 
ing tank to which processed work is 
automatically transferred. 


(py 
he 
CLR: 


“ 





The BELKE Automatic Transfer Machine stops the backaches and 
high labor costs of processing parts for plating. 


The machine automatically lifts and transfers work from tank to 
tank through the entire pre-plating cycle such as electrocleaning, 
tepid running rinse, anodic electroclean, cold running rinse, acid 
bath, cold running rinse, cyanide bath, cold running rinse. Prac- 
tically any cycle can be had. 


The Transfer Unit can be adjusted to “skip” tanks as desired 
for processing articles of different metals such as steel, brass and 
die castings. This flexibility makes practica] automatic processing 
of a great range of varied work. 


For further labor-saving, a conveyor-equipped plating tank can 
be furnished with the BELKE Transfer Unit. The Transfer Unit 
automatically transfers processed work to the conveyor and the 
work is completely plated while moving through the plating tank. 


Send for literature or see your BELKE Service Engineer. 


Manufacturing Company, 947 N. Cicero Ave., Chicago 51, Ill. 


EVERYTHING FOR PLATING PLANTS 
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@ The seal of the United States when stamped on a silver 
dollar assures the holder that the coin is legal tender. 
As such, it is accepted throughout the world in payment 
for goods and services. 


The Mutual seal is accepted by chromium chemical buyers 
with a comparable degree of confidence. Over the years 
Mutual has acquired an enviable reputation for quality 
products and dependable performance. If you are not now 
using Mutual Chromic Acid, we would be glad to consult 
with you on the merits of our products and service which 
lead so many to rely on the Mutual trade mark: 
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SODIUM BICHROMATE 


POTASSIUM BICHROMATE 


CHROMIC ACID 


MUTUAL CHEMICAL DIVISION 


ALLIED CHEMICAL & DYE CORPORATION A 
99 PARK AVENUE - NEW YORK 16, N. Y. 
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LE ROY MACHINE CO., LE ROY, NEW YORK 


COMPARATIVE FINISHING COSTS FOR JET ROTOR COMPRESSOR DISCS 











| 
FINISHING | FINISH | COST PER | Quarry | DISCS | COST | PROD. COST 
METHOD TIME DISC "y| PER YR.| PER YR. | INCR. | SAVINGS 
‘Baeeats RE Secne, Secrets | | 
| | 
FILE AND | | | | 
Wire BRUSH | 18 HRS.| $124.92 | VARIED | 231 | $28,870) — | 
~ + —-. — > ; $$$ ______— 
SUPERSHEEN | | 
UNIFORMLY | | | 
nt 4 HRS. | $ 568 [Goon | 1040 \$ 5,907 450% | $124,000 
| 1 

















HOW AIRCRAFT PARTS FIRM SAVED 
$124,000 WITH ONE SUPERSHEEN BARREL 


This Almco SUPERSHEEN fixture-type barrel is paying for itself every week. 

Compressor rotor discs for jet aircraft must be finished to rigid Air 
Force specifications at the Le Roy Machine Co., a New York manufacturer 
of automotive and aircraft parts. Above you see the final inspection of these 
parts, just barrel finished. Inspected under powerful magnifying glass, 
critical break-edges of the discs are right down to A. F. specs. 

‘“Supersheen methods were largely responsible for achieving and main- 
taining the high quality required for aircraft manufacture,” reports R. O. 
Braaten, Le Roy project engineer. Prior to the installation, the rotor discs 
were deburred by file and wire brush. 

Then an Almco finishing engineer recommended that some sample discs 
be barrel finished .. . 

In Almco’s Newark laboratory, it was found that deburring these parts 
required tough, Supersheen bonded abrasive chips, 1% in. steel diagonals 
and abrasive compound to meet strict A. F. requirements and yet get the 
fastest possible cutting, grinding and polishing action. 

That’s how the SUPERSHEEN METHOD cut finishing time from 18 to 4 
hours per disc, achieving absolutely uniform finish. Too, production was 
increased 450 percent, saving $124,000. annually on 
deburring costs. 

‘Remember, the SUPERSHEEN METHOD is a com- 
plete barre! finishing service that begins with an 
Almco finishing engineer analyzing your specific 
problem. Then free tests are conducted on your sample 
parts at the Almco laboratory nearest your plant. The 
correct media, compounds, barrel rpm, water level 
and time cycle are determined in order to precision 
19355 


FINISHING, October. 


METAL 


ALMCO 


Division of Queen Stove Works, Ine., 


ALBERT LEA, MINN. 











finish those parts; often a complete test 
can be run in a matter of hours. 
Helping you select the correct size 
barrel or barrels for your operation is 
the next step. And whenever you need 
expert help in finishing problems, ALMCO 
is at your service. For further informa- 
tion and literature, write, Almco, 104 
Marshall St., Albert Lea, Minn. 


SUPERSHEEN METHOD 
FOR 
SPEED FINISHING 
ALBERT LEA » NEWARK + DETROIT 


PHILADELPHIA « NEW HAVEN 
LOS ANGELES 























Ulomaltc 
POLISHING end BUFFING MACHINES 








@ For Polishing and Buffing, 


De-burring, Wire Brushing 
and Micro-finishing 


@ Rotary Automatics 
Straightline Automatics 
Semi-Automatics 





@ Backed by half a century 
of specialized experience 
and progressive development 


@ Proved performance and 
dependability in industry 
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ayy Ac ME Manufacturing Co. 


automate ON avg E. 3 MILE RD., DETROIT 20 (Ferndole) MICH. 
’ (7 


AG OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR NEARLY HALF A CENTURY 








CATALOGS ON REQUEST 
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400 MIDLAND AVE. « DETROIT 3, MICHIGAN 


Chicago * Rochester * Cleveland *. Cincinnati * Indianapolis * New York 

















SIMPLE MECHANISM 















































Automatic operation benefits you by increased produc- 
tion capacity, lowered unit cost and improved quality 


control—it’s faster, cheaper, better. 








CADMIUM 








TANK 





revolutionary concept in 
plating automation now 

available to job platers 
in a standardized model 


SMOOTH MOTION 





FULLY HYDRAULIC 
f 


. ~ a 


] VERSATILE CYCLE 
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COMPLETELY AUTOMATIC 


VARIABLE TIMING 





UNLIMITED PLATING TIME 





Ss 


CENTRALIZED LUBRICATION 


The new Wagner Brothers Standard Automatic now 
offers you, for the first time, an automatic plater with 


these exclusive advantages: 


— 


Oo. gm 


oa. CoC 























MPLE TRANSFER 
ECHANISM 


\_ Ist VERTICAL MOTION 


wo 





Ist HORIZONTAL MOTION 








a 
2nd VERTICAL MOTION | 2nd HORIZONTAL MOTION 








| OPERATES All transfer and conveying mechanism 
is mounted on a reciprocating carriage located between 
the two rows of tanks. Two basic motions are used: one 
forward and reverse horizontal motion of the carriage and 
a raising and lowering movement of lifting arms attached 
to the carriage. Plating racks are attached to work carriers 
at the loading station. When the machine is started, the 
lifting arms pick up work carriers on one side of the 
machine, carry them forward to the next station where 
they are lowered and disengaged. This sequence is simul- 
taneously produced in reverse on the opposite side so that 
the effect is a balanced work load which requires only 
low hydraulic pressures. 


CTRICALLY ISOLATED 


unit, electrically isolated from the rest of the mechanism 


The plating tank is a separate 


to eliminate possibility of stray currents. 


POINT CONTACT 


3 point contact at all times. Constant wiping action on 


The work carrier is designed to give 


electrified rails keeps contacts clean, assures constant, 
dependable current flow. 





RSATILE CYCLE 


tions in both the pre- and post-plating cycle. Tanks are 


sectionalized at the factory to your particular needs. 










You can have as many as seven sta- 





SMOOTH PARTS TRANSFER 
ciple eases parts through their cycle without jarring them 


Our hydromotor power prin- 


loose from carriers into the tanks. 


MINIMIZED MAINTENANCE 
mize maintenance needs: fewer moving parts to wear, no 


All these features vastly mini- 


vibration or backlash in automation, no hydraulic cylin- 
ders over tanks to contaminate solutions, centralized 
lubrication, built-in overload protection, working parts 
easily reached without disassembly, uses only low hydrau- 
lic pressures because of balanced work load, and many 
more. 


SIMPLE INSTALLATION—Unit is delivered to your plant 
intact or in two completely assembled sections. You avoid 
costly installation. 


WRITE NOW FOR COMPLETE 
TECHNICAL DESCRIPTION, QUOTATION 


WAGER 
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mist-inhibiting 


- ‘ 
hromium addition agen 
Cc 


Industry has spent thousands of dollars 
and years of research looking for ways to 
increase throwing power of chromium 
plating baths—all without significant suc- 


= ane we em cess. And now, like a bolt from the blue, 


comes Wagner Brothers’ new KROME- 
ON liquid addition agent which not only 
gives you throwing power which has 
doubled production and eliminated rejects 
on the plating line, but gives you these 
other advantages gratis: 


e Vastly reduced chromic acid waste 
due to decreased spray, drag-out and 
flue loss. 


meee °° implified waste disposal. 


e Safe working conditions at reduced 
ventilating cost. 


Unbelieveable? Well, hear this documented 
statement, just one of many in our files! 
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“We were processing 20 parts per rack 
through our copper-nickel cycle. We had 
always averaged 10 rejects at the chrome 
station, although we could plate 10 parts 
per rack without rejects, a loss of 50% in 
production. Then we made KROME-ON 
additions to the chrome bath. The throwing 
ower was so improved, we consistently ran 
the full rack of 20 parts without a reject. We 
never had such performance with any other 
additive and we saved the cost of mist- 
inhibitors usually required.” (Name of com- 
pany supplied upon request.) 


*Pats. Pending 


KROME-ON will not alter the sulfate radi- 
cal content of your chrome bath, thus will 
not change the chosen ratio. An excess 
of KROME-ON will not impair operating 


characteristics. 


Let our service representative demonstrate 
the obvious advantages of new KROME- 
ON. Technical data, prices available upon 
request. Call or write now! 


a 
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10 IN U.S.A. 


BROTHERS, INC. 


400 MIDLAND e DETROIT 3, MICH. 


CHICAGO +« ROCHESTER ¢ CLEVELAND 


CINCINNATI ¢ INDIANAPOLIS « NEW YORK 








Please forward full details on the new KROME-ON mist-inhibiting 
addition agent to: 








Name - Title nile 
Company 

Address. 

City Zone State 
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METAL FINISHING, 


Four Of A Kind For Better Barrel-Finishing. The new Norton 
Tumblex ‘‘T” abrasive brings you an unbeatable combination for top 
performance: non-wedging triangular shape; fast-cutting bonded 
ALUNDUM* abrasive; and four sizes for the widest range of applications. 


Brand new!... Norton TUMBLEX “T”’ 
— bonded, triangular shape tumbling abrasive 


4é ° e 
Users report Tumblex “T” abrasive brings many new 


“TOUCH of GOLD” benefits to barrel-finishing 


Here’s one of the most revolutionary 
barrel-finishing innovations ever devel- 
oped. In typical on-the-job tests, Norton 
customers report that the new Tumblex 
**T” tumbling abrasive: 


“cuts tumbling cycle time from 
five hours to one hour.”’ 
“finishes steel and magnesium 


parts that could never before be 
barrel-finished.”’ 


*‘completely removes burrs from 
stainless steel parts in four hours. 
Abrasives previously used failed 
to do so in 12 hours.”’ 

Everything about Tumblex ‘“T”’ abra- 
sive is designed for better barrel- 
finishing. 

Its uniform triangular shape and size 
prevents wedging in recesses of parts. 

Made of famous Norton ALUNDUM 
abrasive, it cuts fast, with no compound 
needed — resulting in shorter time 


cycles and lower costs per piece finished. 

It provides maximum surface contact 
with parts being processed, assuring top 
quality work in fastest time. 

It wears down evenly, keeping the 
same triangular shape. No small chips 
to lodge in holes, slots, etc. — and 
when worn down it can be used on parts 
requiring a smaller size abrasive. 

Its lightness means less weight re- 
quired to fill the barrel. Results are more 
uniform finish, without roll-in or roll- 
over of edges of parts. 

Its chemical inertness, unaffected by 
acids, compounds or detergents, pre- 
vents spoilage common to other types of 
abrasive. 

Send Your Work Samples 
to our newly enlarged Sample Processing 
Department. Let us prove to you how the 


latest barrel-finishing equipment and 
techniques can improve your product 


October, 1955 


quality and cut your finishing time and 
costs. Norton Company, Worcester 6, 
Mass. Distributors in all industrial areas, 
listed under ‘‘Grinding Wheels” in your 
phone directory, yellow pages. Export: 
Norton Behr-Manning Overseas Incor- 


porated, Worcester 6, Mass. eens 





Making better products... . 
to make your products better 


NORTON COMPANY: Abrasives « Grinding 
Wheels « Grinding Machines + Refractories 


BEHR-MANNING DIVISION: Coated Abrasives 
Sharpening Stones « Pressure Sensitive Tapes 


*Trade-Mark Reg. U. S. Pat. Off. and Foreign Countries 
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ARE YOU USING THE RIGHT HULL CELL 


_.. For THE RIGHT jos? 
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Lucite 267ml. Hull Cell for all plating baths except chrome. 


Lucite 1000mI. Hull Cell for all plating baths except chrome, 
preferred for bright nickel. 


Solid-wall Porcelain 267ml. Hull Cell for general use, especially 


chromium. The ONLY cell that can be placed directly on a hot 
plate. 


Molded Polythene 267ml. Hull Cell for all baths up to 180°F. 


Lucite Model “WT” 267ml. Hull Cell with quartz heater and 
built-in thermostatic control; for all plating baths except chrome. 


i ial ii Si ke i i iis ac te was 


Here’s the Line-up of the Championship HULL CELL Team! 





Lucite Model “WT” 1000mi. Hull Cell with quartz heater and 
built-in thermostatic control. The “WT” Hull Cells are con- 
venient for making uniform, repeat plating tests at bath operat- 


ing temperatures. The “WT” 1000 ml, Hull Cell is preferred for 
bright nickel. 


Lucite “WT” Duplicell with quartz heater and built-in thermo- 
static control. For making duplicate bright nickel deposits pre- 
paratory to testing chromium baths for optimum catalyst ratio. 
(Plain Duplicell, without heater and thermostat, is also available.) 


The Hanging Hull Cell is a novel device for making plating tests 
under production conditions. Indispensable for checking each 
operation in a plating cycle. 


Order yours today, or ask your nearest ROHCO distributor for a demonstration! 


R. 0. HULL & COMPANY, INC. 1301 Parsons Ct., Rocky River 16, Ohio 


Company, Ltd. 
Engineering Co. 


DISTRIBUTORS: CHICAGO, Ardco, Inc. ¢ TORONTO, CANADA, Armalite 


LOS ANGELES-SAN FRANCISCO, Crown Chemical & 


METAL FINISHING, 


ST. LOUIS, Davies Supply & Manufacturing Co. e 
BINGHAMTON, Austin F. Fletcher, Inc. e 
PENNSYLVANIA, Enthone, Inc. © 
DETROIT, George L. Nankervis Co. * 
GRAND PRAIRIE, TEXAS, Weaver Engineering & Supply Co. 


NEW ENGLAND, NEW YORK, 
MINNEAPOLIS, W. D. Forbes Co. . 
SEATTLE, Carl F. Miller & Co. e 


“THE HULL CELL TEST MAKES PLATING BEST!” 


October, 
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Heavy buffing compound residue is generally tough to remove. . . 











but comes off quickly and economically with vapor degreasing ... leaving parts clean, bare, dry, ready for next operation. 


when parts are heavily contaminated « when they’re thin-gauge metal 


DOW PERCHLOROETHYLENE 











You can make tough, trouble-making runs faster . . . get fewer rejects 


CHECK THESE VAPOR-DEGREASING ADVANTAGES ... Operate at greater over-all economy. The answer? DOW PERCHLORO- 
ETHYLENE. Why? This stabilized solvent’s higher boiling point gives 


e Better solvent action on contaminants longer, more thorough cleaning action before temperature of the parts 
reaches that of the solvent. Buffing compounds and heavy greases roll 
e Safer—nonflammable off. Thin-gauge parts don’t require second or third reruns. | 
© Lower solvent losses Contact your Dow distributor today for a supply of superior pow 
PERCHLOROETHYLENE. He’s the source for your other specialized solvent 
e Better removal of moisture from work needs, too . . . stabilized DOW TRICHLOROETHYLENE and CHLOROTHENE*, 


the versatile new cold degreaser. For detailed information on any one 
or all of these chlorinated solvents, simply send a post card to 
THE DOW CHEMICAL COMPANY, Dept. S671A, Midland, Michigan. 


e Better stability with light metals 
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*TRADEMARK 


vou can depend on DOW SOLVENTS 
































Developed and manufactured 
by experienced platers 


| MICHIGAN CHROME 20d Coonizcl Company 


8615 Grinnell Avenue e¢ Detroit 13, Michigan 
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Cut upkeep costs with HOI 


W} 


... recent water-wash spray booth discovery — 
Only 75 cents a day saves up to $3500 a year! 


“FLOTE”* eliminates sinking paint sludge — 
even with heavy primers; stops clogging, 
backwall build-up! 


Regardless of the type of water-wash spray booth 
you use —and no matter what organic finish you 
use — Wyandotte “Fiore” will improve operating 
efficiency, cut maintenance costs. Just add “FLoTE” 
to vour water system! 

For “Fiore” floats all types of paint overspray— 
even heavy primers—and keeps them afloat for easy 
skimming. Eliminates most foaming problems, too! 

Enthusiastic users of “Fiore” include: one of 
the world’s largest camera manufacturers; a leading 
farm-machinery company; a large truck-trailer pro- 
ducer; air-conditioning firms; a leading furnace 
manufacturer; an aircraft factory —even a mam- 
moth auto maker ... plus appliance and furniture 
manufacturers, and many, many more! 

If you'd like to float away your spray booth 
problems, and cut maintenance costs, mail coupon 
for full data on Wyandotte “Fiore.” Do it today! 


Wyandotte Chemicals Corp., Wyandotte, Mich. 
Also Los Nietos, Calif. Offices in principal cities. 
*PATENT APPLIED FOR 

Available in 


150-lb. and 425-Ib. 
steel drums. — 


—— inne 
set Keane 





Name 


Firm 


Address 


LARGEST MANUFACTURER OF SPECIALIZED CLEANING 
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WYANDOTTE CHEMICALS CORPORATION 
Wyandotte, Michigan 


Cie... 





In a water-wash spray booth, like the one above, as little as 75 cents 
worth of “Fiore” a day can save you up to $3500 a year! “Fiore” 
is a complete product — nothing else to add! 


yandotte CHEMICALS 


. B. FORD DIVISION 


| 

| 

| 

| 

Send me further data on “FLOTE” [] : 
Have a representative call CT] | 
| 

oman | 

| 

_ 7 | 

| 

| 

Zone _State = | 
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STOP WASTING... PROFITS 





In solving your plating waste treatment problems, Graver equipment can 
save the dollars you’ve been throwing away. In addition to avoiding pollu- 
tion, treated ‘‘waste” can often become a source of valuable raw materials 
and water suitable for process use. Graver equipment, backed by 45 years of 
experience and research, is specifically engineered to get such results for you. 
Write for the following bulletins and articles: 

WS-116 Industrial Waste Treatment 

Wwe-111 lon Exchangers 


T-123 Applications of lon Exchange to Plating Plant Problems 
T-130............lon Exchange, A Practical Tool in the Plating Room 


Industrial Waste Treatment Department: W-112-A 
GRAVER WATER CONDITIONING CO. 

A Division of Graver Tank & Mfg. Co., Inc. 

216 West 14th Street, New York 11, N. Y. 
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News abuit? 





QUEMD COATINGS for MEALS 


Metallic........ Ovoenie . i... ss: Decorative .... 


.... Protective 
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More reports of better chromium plating 





A complete ‘“‘package’’ 
of processes 
for chromium finishing 


Unichrome Copper, Unichrome 
Bright Nickel and SRHS Chromi- 
um are so thoroughly suited to each 
other, they represent something 
unique in finishing. They’re the first 
matched set developed exclusively 
by one company. Used together, 
they add up to more advantages 
than the sum of their individual 
benefits. 


Better Operations 
and Results 


Unichrome Pyrophosphate Copper 
contains no cyanide, saves disposal 
costs, and reduces or eliminates 
much buffing expense. 

Unichrome Bright Nickel cuts 
downtime for purification, has un- 
usual operating stability. 

When both of these processes are 
used along with SRHS Chromium, 
benefits begin to multiply. The 
copper proves active for the nickel. 
In turn, the nickel shows unusual 
receptivity for the chromium. Pas- 
sivity problems are eliminated. 
Downtime drops, rejects become 
rare. 

Moreover, service responsibility 
rests with one source, assuring 
prompt technical help and a smooth 
running operation. 

Bulletins supply details on each 
of the processes. Send for them. 


UNITED CHROMIUM DIVISION 
METAL & THERMIT CORPORATION 
100 East 42nd Street, New York 17, N.Y. 

Waterbury 20,Conn. °* Detroit 20, Mich. 

East Chicago, Ind. ° El Segundo, Calif. 

in Canada: 
United Chromium Limited, Toronto 1, Ont. 
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Here are plants’ experiences with deposits 
from Unichrome SRHS* Solutions 


Companies using both SRHS 
Chromium Solutions and ordinary 
chromium have had an op- 
portunity to compare results. 
Substantial differences have been 
reported. 


BETTER COLOR NOTED 


One plant of a well known com- 
pany was using ordinary chromi- 
um over an ideal nickel surface. 
Another of this company’s plants 
wasn’t getting the best nickel de- 
posit possible, but still its chromi- 
um plating had brightness superior 
to that of its sister plant. The sec- 
ond plant ascribed the difference 
to the SRHS Chromium being 
used in its tanks. 


MINIMIZED REJECTS REPORTED ' 


At one company, intricate parts 
were causing chromium plating 
difficulties. On occasion, rejects 
ran as high as 25%. Yet when the 
SRHS Chromium Solution was 





used, deposits covered beautifully 
and work was plated at a reject 
rate of no more than 0.4%. 


UNUSUAL WEAR RESISTANCE FOUND 


A large tool company chromium 
plated punches used in the manu- 
facture of nuts. Various chromium 
solutions were tried. They re- 
ported that while ordinary chro- 
mium doubled the output from 
punches, deposits from SRHS 
Chromium tripled it. 

All these reported ‘“deposit-ad- 
vantages” are in addition to the 
many thoroughly confirmed oper- 
ating advantages of SRHS Chro- 
mium baths. These include plating 
with higher cathode efficiency, 
greater speed, a saving in power, 
and self regulation of important 
bath constituents. 

Platers not using Unichrome 
SRHS Chromium will find it to 
their advantage to get the facts by 
writing United Chromium. 

*Trade Mark 


Performance of SRHS Chromium Solutions has resulted in their extensive use by major plating plants 
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ROLLED 
FLAT PLATE 
ANODE SECTION: 


This Photomicrograph 
shows highly irregular, 
uncontrolled grain size 
—a major cause of 
shedding and resultant 
rough electrodeposits. 


*Pat. Pending 








CONTROLLED GRAIN SIZE: APW Extrusion Process’ controls 
grain size within definite limits— minimizes shedding! 


APW EXTRUDED 





grain size that 


motes uniform corro- 
sion, smoothest electro- 
deposits, less rejects. 


SHAPED, EXTRUDED APW SILVER ANODES 


STANDARD 
SHAPES: 


ANODE SECTION: 


Note small, fully con- 
trolled regularity of 


“RECTANGULAR” 







pro- 


“TEAR DROP” m Lelem-ie), | my 


mmm MEER Become 
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The common problem of shedding and all of its 
costly results in electroplating can now be virtu- 
ally eliminated with the radically new extruded, 
shaped silver anodes made by an exclusive APW- 
developed process. 

The small and uniform grain size produced in 
the new APW extruded anodes is controlled be- 
tween definite ideal limits as illustrated above. 
As a result, corrosion is smooth and uniform— 
with consistently smooth electrodeposits. Rejects 
are a comparative rarity. 

The new APW extruded anode provides equally 
important advantages by redistribution of mass 
metal in scientifically determined shapes. While 
conventional rolled flat plate anodes quickly 


NEW JERSEY RAILROAD AVENUE - 


wear to a sharp knife edge from which silver par- 
ticles break loose readily, APW shaped anodes 
maintain substantially rounded edges for prac- 
tically the complete life of the anode. Anode area 
is also appreciably prolonged. After 85% by 
weight has been plated off, this APW anode re- 
tains 80% of original active surface area! You 
profit with the longer, useful life of the anode... 
polarization is minimized .. . there is less silver 
scrap to be refined. 

APW will develop special anode shapes to 
meet particular plating bath conditions. You are 
thus assured of utilizing the silver you buy in 
anodes most efficiently. Feel free to consult us on 
any anode problems you may have. x * x 


NEWARK 5, NEW JERSEY 
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COLOSSUS Fimcrmery 


~ 
ii 7». { r -_ @ @) (@) { e fe 23% GREATER SERVICE DUE TO 45° FABRIC BIASING 


Because Colossus Bias Buffs made on Rhodes special 
biasing equipment have 23% more strong warp fibers 


* 
K j  @ | Ss K U ic on the working surface. Ordinary biasing equipment 


can only cut at 35°. 


ONE WAY WARP DIRECTION ON ALL PLIES 


All warp fibers are headed into the work like teeth of a 
saw and are the fibers that do the work. Not center 
folded as ordinary buffs with half the fibers in the 
opposite direction, loafing along, wasting compound 
and causing ridges in work. No rejects with Colossus 


Air-Cooled Bias Buffs. 
FORCED AIR VENTILATION 


Center plate has air scoops to bring air into center of 
polishing head. Air is expelled through vents between 
sections to cool working surface. 


PRECISION CONVOLUTION PLEATS 


All pleats precision formed on Rhodes revolutionary 
machinery. Plies and sections nest into each other to 
create a uniformly denser working surface. Always in 
perfect balance. 


Tough 18 gauge piano wire stitched through two pleats 
and both center and ring. Has greater resistance to 
explosion—the safest buff on the market. 


UNIFORM POLISHING SURFACE CUTS REJECTS 
Colossus Air-Cooled Bias Buffs precise interlocked con- 
volution pleats produce an even wiping surface over 
object being polished. No gaping holes or wrong way 
fibers to produce gouges or high spots in work. No 
rejects with Colossus Air-Cooled Bias Buffs. 


FLAT FABRIC SEAMS 


Made with a zigzag stitch for strength without bulk. 
No heavy stitching to scratch work. 


GREATER DENSITY FOR FASTER CUTTING 


Colossus Bias Buffs due to their uniform convolution 
pleats present a firmer working surface than an ordinary 
buff of equal density. Some sizes can also be made in 
densities of C8 and C10. 


ADAPTABLE AS CONTACT WHEELS 


Because of their uniform even surface, they make 
excellent contact wheels without special stitching and at 
a great saving over rubber wheels. 


Send in coupon below if you are interested in a personal, 
no-obligation call from one of our representatives to give 
you greater details on how Colossus Air-Cooled Bias Buffs 
can help you save time, money and material 





James H. Rhodes & Company 
157 W. Hubbard St., Chicago 10, IIl. 
48-02 Twenty-Ninth St., Long Island City 1, N.Y. 


JAMES H. RHODES & CO. Rie 


If 157 W. Hubbard St., Chicago 10, Ill. COMPANY NAME ___ 
LJ MN 48-02 Twenty-Ninth St, Long Island City 2 N.Y. ADDRESS __ ae ee On ee ee ree nae 
tan CITY STATE 
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ATTENTION JOBBERS: 


the JOD Buff Company 


SANDWICH, 


ILLINOIS 


the ‘House that Sisal Built” 


NORD ... Originators of | 


TELEPHONE 2171 





























































































ANODIZING SODIUM 
IN T 
asics Nata NEUTRALIZING —— ANION 
100 ppm Cr0, TANK pH =8.3 EXCHANGER 
CAUSTIC (NaOH) T REGENERATION EFFLUENT a 
a 
J SODIUM CHROMATE P 
PURE CrO, cane PURE H20 ne 
EXCHANGER EXCHANGER ¢ 
RETURN TO RETURN 
ANODIZING TO 
TANKS RINSE 


TANKS 


RECOVERY OF CHROMIC ACID 
FROM ANODIZING RINSE WATER 


The block diagram above indicates one method of 
using ionXchange to save money, in the plating rooms 
of a large automobile plant, by recovering the chromic 
acid from the rinse tanks of anodizing operations. 
The cost of equipment was much less than the cost of 
a disposal plant, and the savings through recovery 
were substantial enough to make the investment a very 
profitable one. 


REMOVAL OF ALUMINUM 
FROM ANODIZING BATH 


A secondary purpose for one part of the same install- 
ation was the removal of aluminum from the anodizing 
baths. When the concentration of aluminum in any 
anodizing tank rose to nearly 1 g. per liter, that tank 
was cycled through the cation exchanger and the 
aluminum removed, thus saving over $250 a week 
compared with partial dumping. For details on this and 
many other money-saving applications of ILLCO-WAY 
ionX change, write us or consult your Illinois Water 


Treatment Company representative. 





ILLINOIS WATER TREATMENT CO. 


840 CEDAR ST., ROCKFORD, ILLINOIS 


ion Xchange 


NEW YORK OFFICE: 141 E. 44TH ST., NEW YORK 17, N.Y. 
CANADIAN DIST. PUMPS & SOFTENERS, LTD. LONDON, ONT. 
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Kanig 


® 


mew METAL COATING DISCOVERY 


Rapid acceptance of this new 
nickel-phosphorus alloy stems 
from its unique properties: 


Hardness: Can be varied from 
50 to 70 Rockwell C. 


Thickness uniformity: Interior, 
exterior, high points, or depres- 
sions maintained within 10%. 


Corrosion resistance: Superior to 
electrodeposited nickel. Virtu- 
ally zero porosity. 


Brightness: High luster. It faith- 
fully reproduces basis, surface, 
accepts solder, is wetable hold- 
ing inks or lubricants. 


Exciting industrial applications 
are coming to light every day. 
Note the five general areas of 
Kanigen’s® successful applica- 
tions. 





APPLICATIONS 


7 


PROTECTION FROM CONTAMINATION OR IRON 
PICKUP — Equipment coated with Kanigen® Chemical 
Nickel Phosphorus protects many materials from pick- 
up of iron during processing. 

Applications: Vessels, valves, pipe and fittings, extru- 
sion screws, dryer rolls, pumps, dry cleaning equip- 
ment, tanks and others. 


WEAR RESISTANCE — Exceptional hardness and heat 
treaiment characteristics make it particularly valu- 
able when wear, corrosion protection or both is a 
problem. 

Applications: Piston rods, crank shafts, pump casings 
and impellers, aluminum parts and others. 


SALVAGE — Remarkable uniformity of coating per- 
mits build-up of mis-machined parts without regrind- 
ing or remachining. 
Coatings up to .007” thick and more have been 
successfully applied. 


CORROSION — Expensive stainless or clad metal 
assemblies can often be replaced by corrosion resist- 
ant Kanigen® Nickel Phosphorus coated carbon steel 
assemblies. 

Applications: Radio and electronic chassis, valves, 
pipe, pumps, filters, photographic equipment, equip- 
ment for handling many chemicals and others. 


INTERMEDIATE OR BONDING COAT — A thin coating 
of Kanigen® as an undercoat or thicker coatings for 
general use. 

Applications: Solder adhesion, undercoat for bright 
or hard Chromium, dip tinning, plating of sintered 
metal parts and others. 


Platers and Manufacturers . . . Soluiions and equipment available 
for those interested in limited use of this product. 


KEYSTON £ Designers . . . Keystone has complete Kanigen® production and pilot 
laboratory facilities. Write or call for Kanigen® technical 
literature. 


Kanigen is a registered trade mark of the General American Transportation Corporation. 


en 


1093 NIAGARA ST., BUFFALO 13, NEW YORK 
NEW YORK: 647 11TH AVENUE ° Circle 6-7788 
CLEVELAND: 4143 MAYFIELD ROAD e EV 1-9049 
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A Stokes 36-inch vacuum plating unit at 
Vacuum Plating Corp., Bronx, N. Y. Started less 
than a year ago with this Stokes equipment and 
advice from Stokes engineers on plant layout and 
production procedures, the firm is doing a growing 
business in the vacuum plating field. 





The first high-production vacuum plater 
selling for less than ‘10,000 


For firms just entering the vacuum plating business or for those 

expanding their operations in this growing finishing field, the 

Stokes 36-inch vacuum plating unit offers unusual advantages: 

1) Low cost 

2) Fast, 15-minute over-all cycle time 

3) Simplified, push-button operation 

4) High capacity...200°% greater than conventional 30-inch units 

5) Interchangeability...the four part racks can be used in larger 
Stokes units, if operations demand more capacity. 


Stokes builds vacuum plating equipment in 24, 48 and 72-inch sizes 
as well. Our vast experience in the application of this popular finish- 
ing method is at your service, to plate your sample parts and advise 
on efficient plant layout. Send for an informative brochure on the 
Vacuum Metallizing Process, Catalog 780. 


F. J. SroKES MACHINE COMPANY 


Brilliant, durable plated parts are produced in phe net 
5531 Tasor Roap, PHILADELPHIA 20, PA. 


quantity at Vacuum Plating Corp. 


OFFICES IN PRINCIPAL CITIES, REPRESENTATIVES THROUGHOUT THE WORLD pe), 4 2 5 
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gives super smooth finishes on 
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zinc and aluminum die castings! 








Use HONITE ‘‘Micro Cut’’ Compound 
for Mirror Finish on Stainless Steel 
On stainless, new ‘‘Micro Cut’? Compound 
mirror finishes without darkening, preserving 
the metal’s bright natural color. Impingement 
control prevents scratches and nicks—corner 
break is generated with NO dimension change. 





Made in U.S.A. by Minnesota Mining and Mfg. Co. General 
Offices: St. Paul 6, Minn. In Canada: P.O. Box 757, 
London, Ontario. Export Sales Office: 99 Park Avenue, 
New York City. Makers of “SCOTCH” Brand Pressure- 
etintte. Sensitive Tapes, “SC OTCH” Brand Magnetic 
“3M” Adhesives, ‘‘Underseal’”” Rubberized 


PY * Tape, 7 
3M oe Coating, ‘‘Scotchlite’’ Reflective Sheeting, 
* *" “Safety-Walk” Non-slip Surfacing. 


METAL FINISHING, 





October 


Yes, now you can put a super smooth finish on zinc or aluminum 
die castings. New HONITE Brand “Micro Cut’? Compound 
contains a brand-new, superfine, natural abrasive (exclusive with 
HONITE) which assures a smooth finish on every die casting. 
And HONITE “Micro Cut’? Compound can cut the “extra 
steps’’ from your barrel finishing operation, too. You can elimi- 
nate extra rinsing . . . extra coloring . . . extra labor! 

HERE’S HOW! On zinc or aluminum die castings, HONITE 
““Micro Cut’? Compound gently and quickly polishes out surface 
imperfections without ‘‘skinning’”’ or exposing porosity—and 
reduces impingement or nicking, because it holds the parts 
firmly in the chip mass during the run. You get a quality surface 
for quality plating on zinc die castings . . . a super smooth sur- 
face on aluminum die castings . . . with no need for extra rinsing 
or coloring! 

Write today for a demonstration in your plant of HONITE 
**Micro Cut’? Compound. 


ge ae ee es ee ee es es a ee es a 


MINNESOTA MINING & MFG. Co. 

DeErT. DS-105, ST. PAUL 6, MINN. 

[] Yes, I’d like a demonstration of HONITE “Micro Cut” 
Compound. 


] Send me free copy of booklet: “‘Facts and Figures Report on 
HONITE Barrel Finishing’’, which contains complete in- 
formation about HONITE barrel finishing compounds. 


Company 
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48 Sparkler Horizontal Plate Filters in this installation 


Why do the largest 
plating plants in the world 


Choose SPARKLER FILTERS? 


The answer is simple, and obvious to plating assembly reduces the down time for cleaning each 
1 engineers. filter to a matter of minutes. 
First — the cake on a Sparkler Horizontal plate This is why many of the world’s largest plating : 


filter will not crack or fall off with a variation 
| in pressure or with a complete shut down of filter- 
ing. Second — dry cake disposal eliminates the Plating engineers can get full cooperation at : 


sewer problem. Third — the quick-change plate Sparkler on any size installations. 


plants use Sparkler Filters exclusively. 


SPARKLER MANUFACTURING CO., Mundelein, III. 


Filtration engineering and manufacturing has been our exclusive business for over 30 years 


| Manufacturing plants in Canada, Holland, Italy, Australia 


Service representatives in principal cities throughout the world 
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Placing phonograph motor boards in copper plating bath. Plated parts on right are allowed to drain to reduce drag-out. 


“Du Pont Coppralyte gives the speed and throwing 


power we need for heavy copper deposits” 
—Says Edwin McFarland, Supt., Kelly Plating Co. 


“Baths made up with ‘Coppralyte’ plating salt are economical, too,” 
Mr. McFarland continues. “And they’re easy to make up and main- 
tain with the prepared salts. That’s why they’ve been our choice for 
over 8 years.” 

At its Cleveland plant, Kelly Plating Co. plates 3,000 bicycle hubs 
and 3,000 phonograph motor boards per eight-hour shift. The heavy 
copper coating on the hubs serves as an undercoating for subsequent 
nickel and chrome plating. A lighter deposit on the motor boards 
prevents rusting and forms a base for attractive finishes. 


Kelly Plating’s trouble-free experience can be yours too—whatever 
your particular copper plating needs may be. You'll find that Du Pont 
cyanide copper plating chemicals can meet all your requirements for 
high-quality results and economical operation. 





Plated hubs being re pee eit Call your District Office for more information about Du Pont plating 
Bore is unplated and will be carburized. processes and chemicals or mail the coupon below. 
DISTRICT OFFICES: ® Du Pont’s reg. trade-mark for its copper plating salts and addition agents. 


Boston « Charlotte « Chicago « Cincinnati « Cleveland « Detroit « El Monte (Calif.) «Kansas Cityt » New York « Philadelphia « Export Division, Wilmington, Del. 


TBARADA & PAGE. INC 





om Gn Ge ce cme ce ce ee ne GD Ge Ge se ee ee a awa aw amanam ----- 
4 E. I. du Pont de Nemours & Co. (Inc.) 




















, , | 
Chemicals + Processes + Service Electrochemicals Dept., MF10, Wilmington 98, Del. | 
Please send me more information on Du Pont Plating Chemicals | 

f r L F C T R 0 p L ATI N G —properties, advantages and recommended procedures. I am ! 
or interested in the following types of plating: ] 
O Cadmium Plating OTin Plating | 

0 Zine Plating OCopper Plating | 

Name 

REG. U.S paT.OFF Firm | 

BETTER THINGS FOR BETTER LIVING Street & No. | 

a eee THROUGH CHEMISTRY City State 





METAL FINISHING, October, 1955 33 


























CAUSTIC SODA 
STANDARD FLAKE 
EX O4 i OF.4 Fit.) VA 2 


a? 


CAUSTIC SODA 
GROUND FLAKE 
Ov i OF.4 Fan) VA 


OF. OF Wf Omn.1 8) BF.' 
FINES 
ACTUAL SIZE 


... however you buy it, there’s no illusion 


to the uniformity of DOW CAUSTIC SODA 


Sure—take a second look. The only illusion you see is 
the circles surrounding these samples of Dow’s uniform 


caustic flake. Standard, ground or fines—each form is 





uniform in size and quality. 


Dealing with Dow reduces all your caustic problems 
to pretty small size. You get the benefits of Dow’s 
multiplant production facilities . . . of Dow’s flexible, 


far-flung distribution network . . . of Dow’s experienced, 


helpful technical service people, who can often point 


out surprising savings. 


Hundreds of industrial caustic users, large and small, 
depend on Dow to fill their needs. Why not try this 
simple formula for complete caustic soda satisfaction? 
There’s no illusion . . . or disillusion . . . when you 
“Get it from Dow”. THE DOW CHEMICAL COMPANY, 


Midland, Michigan. 


you can depend on DOW CHEMICALS 
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STUTZ 


for: 


¢ Heavy Duty Production 
¢ Highest Possible Current 


¢ Complete Cycle—all solutions 
(temperatures to 180°) 

















METAL 





FINISHING, 


DELUXE PORTABLE PLATING BARREL 


Made in 2 standard sizes. 
Also smaller and with parti- 
tions. 


Standard openings 3/32” 


6” = 12” LD. $176.50 
8” x 18” LD. $275.00 
Stand (for either 

size) $ 37.50 
Basket (for cither 

size) $ 9.15 


On inquiry specify whether 
production or portable 
barrels are desired. 


GEORGE A. STUTZ MFG. CO. 


4430 CARROLL AVENUE 


“Complete metal finishing equipment and supplies” 


October, 1955 





PLATING BARRELS 
of High Tensile PLEXIGLAS 





Stutz Plating Barrel Unit for continuous operation through 
Alkali Cleaning, Acid Pickling, Acid and Alkaline Plating 
solutions and rinsing. Largest number of cylinder perfora- 
tions possible. 


Stutz Plating Barrel Unit, Motor Drive Mounted Overhead. 
Continuous rotation of cylinder from one operation to an- 
other and where a minimum of solution dragout is impor- 
tant. Roller bearing chain drive to absorb load shock. On 
a complete Barrel Plating installation, this type of equip- 
ment can be made at lower cost since motor drives are not 
required on each tank station. Sizes 12x24” to 18”x42” LD. 


PATENTED DUAL HOLE 


Where extremely small openings are 
required, our patented Dual Hole is 
used. This design permits solution 
flow with a minimum of resistance. 


5° CYLINDER BEARINGS 


Cylinder bearings 5” diameter for heavy duty service and 
maximum life. Trunions are retained with sealed-in stain- 
less steel bolts. Replacement made quickly if necessary. 





WRITE TODAY FOR OUR NEW COMPLETE 
1955 CATALOG. JUST OFF THE PRESS. 








Serving 
Industry 
e CHICAGO 24, ILLINOIS for 
35 


Years 
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For the Facts and the Figures... 2% belmont! 


There’s more to metals than the “making”. There 


are constantly changing markets and prices, con- 





stantly changing techniques and procedures—all 
of which function in intelligent metals buying and 
selling. Belmont’s Monthly Letters, Metals Bul- 
letins and Historical Blotter Series keep you up- 
to-date on all of these variables. They’re our 
contribution to better business through better 








information. They're yours for the asking. 





Better write Belmont today! 


Belmont SMELTING & REFINING WORKS, INC. 304 Belmont Ave., Brooklyn 7, New York 
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SOLUTIONS 














ELECTROPLATING 


White, hard and highly resistant to corrosion, Rhodium 





Electroplate is a precious metal, available at relatively 
moderate cost. Its characteristics make it advantageous 
for use in the manufacture of Jewelry, Giftwares, Acces- 
sories and many other applications. Consult us about your 


specific plating problems. 











SIGMUND COHN MEG. CO., INC. 


121 SOUTH COLUMBUS AVENUE * MOUNT VERNON, NEW YORK 








36 METAL FINISHING, October, 1955 























“i 











Self Priming 
Model LSIN-10 


Cap. 100 gal /hr. 
H. T. Lucite 
Filter Assembly 
Stainless steel 
pump. Portable- hy 
Wt. ... 60 Ibs. 
14”x16”x16” ht. 


























PH 14; re 

























Models Models Rateu 

Centrifugal Self Priming Capacity 

Pumps Pumps Gal./Hr. 

1S1-5 LSIN-5 50 g/h 

iSI-10 LSIN-10 100 “ 

AS1-300 ASIN-300 300-450 “ 

AS1-400 ASIN-400 400-600 “ 

AS1-600 ASIN-600 600-900 “ 

RLS-1200 RLSN-1200 1800 “ 

RLS-2400 RLSN-2400 2400 “ SI-10 











* 
Write for descriptive iterates 
and information now: 


Our Distributors 1" Principal Cities. 





Centrifugal Pump. H. T 
Lucite Filter Assembly. 


50-2400 GAL/HR Any Electroplating Solution 


A model to fit your needs! .. . 


SERVICE .. . Filters practically any acid or alkaline solution from PH 0 to 


moves particles down to one micron in size. 


. Hose — special acid and alkali resistant . . . 


Base — Linen impregnated phenolic laminate on rubber tire, ball bearing 
casters .. Automatic Controls — on RLS models include magnetic starter, 
stainless visual bourdon gage and stainless pressure shut-off switch. 


Bm 
_ 
ot 


Stainless Steei RLSN-1200 . . . Stainless, 
Turbine Pump. Rubber- 


Lined Filter Assembly. 


ASIN-300 . 


Resin Filter Assembly. 


eatheo MANUFACTURING COMPANY 


74 Willoughby Street ...Brooklyn 1, New York 
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You Can Increase 
J PLATING SPEED 
v PRODUCTION AND 
J EFFICIENCY TO 100% 


that was formerly believed to be impossible. 


A SMOOTHEX trial proves increased production, 
lower cost and greater customer satisfaction. With 


SMOOTHEX you: 


@ ELIMINATE COPPER BUFFING 
@ HAVE EASY CONTROL 


@ SAVE NICKEL 


@ HAVE ADAPTABILITY 
*Pat. Pending 


Excellent Territories Still Available 


Parts illustrated were plated by Lake Erie Plating Co. for Nelmor Mfg. Co. 





) \ 
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10705 BRIGGS ROAD 
CLEVELAND 11, OHIO 


Self Prim 
ing, Stainless Pump. Epoxy 


T 
vue SMOOTHEX Corec, PROCESS® 
Your present plating equipment can easily be adapted 
to the SMOOTHEX process. Almost at once, parts 


and pieces in all shapes and sizes emerge from the 
tank in greater brilliance. Plating speed is achieved 


@ GET INSTANT SPECULAR BRIGHTNESS 
@ ENJOY LOWER MAINTENANCE COST @ LOWER OPERATING COST 


DESIGN .. . Filter Assemblies fabricated of stainless steel 316, H. T. Lucite, 
Rubber-lined steel, Haveg, Epoxy Resin, Rigid Vinyl, Polyethylene, 
Teflon, etc.... Filter Tubes of cotton, dynel, porous stone or porous carbon... 
Pumps fabricated of Hastelloy, stainless 316 or plastic; centrifugal or 


self priming ..Motors, totally enclosed, ball bearing, choice of current 
characteristics 
































HEAVY PRODUCTION 


BACKSTAND IDLERS 


Universal Model Se 


Sets on floor; mounts ” : 
Y ~ 
on wall or ceiling. 


MAT 
Too. oom 
Chicag t 


Features of “<= 
Bett MASTER BACKSTAND IDLERS 


@ Increased production—Tracking and belt tension con- 
trolled from operating position. 


| 


Saves Belts—Tracking adjustment moves idler pulley from 
side to side instead of turning the face—avoids twisting 
and stretching to break the bond. 


Tracks all belt widths, 4 to 6”, perfectly. 


Quick Belt Change. A single motion releases or tightens 
belt. 


Balanced, 10” idler pulley, 5” wide, with closed ends. 
Grease-packed heavy duty Seal Master ball bearings. 


Proved on the Heaviest of Heavy production lines. 


Pedestal Base Model — 


keeps belt level 


Order from your Jobber 
or write for literature 


MATHEU TOOL WORKS 


2426B North Clybourn Chicago 14, Ill. 
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BOOKS FOR YOUR 
PLANT LIBRARY 


PRINCIPLES OF ELECTROPLATING 
AND ELECTROFORMING 
REVISED THIRD EDITION 


$7.00 PER COPY 


METALLIZING NON-CONDUCTORS 


$2.00 PER COPY 


DICTIONARY OF METAL FINISHING 
CHEMICALS 


$3.00 PER COPY 


1955 METAL FINISHING 
GUIDEBOOK-DIRECTORY 


$3.00 PER COPY 


Book Orders Payable in Advance 


FINISHING PUBLICATIONS, INC. 


Westwood, N. J. 


381 Broadway 
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You can see why 


SARAN LINED PIPE 


GIVES LONG, TROUBLE-FREE SERVICE 


It’s made of corrosion-resistant saran pipe swaged into steel for extra rigidity and 
S S ° 
strength ... cuts downtime losses conveying corrosive liquids. 


Now you can convey chemicals and many other corrosive Saran lined pipe, fittings and valves have a proved record 
liquids without worrying about costly shutdowns due to in industry of bringing long trouble-free service. If your 


corrosion. For saran lined pipe, fittings and valves are operation requires superior resistance to most chemicals 


corrosion-resistant . . . form snug, leakproof joints .. . and solvents, be sure to investigate saran lined pipe. 
which won’t burst up to 150 pounds working pressure. Contact the Saran Lined Pipe Company, 2415 Burdette 


Avenue, Ferndale 20, Michigan, Department SP527-C-2. 


They're easily and inexpensively installed because they 
can be cut and threaded in the field with any standard RELATED SARAN PRODUCTS—Saran rubber tank 
pipe fitter’s tools. Their rigidity means that few supporting lining e Saran rubber molding stock e Saran tubing and 
members are needed. 


fittings ¢ Saran pipe and fittings. 


Saran Lined Pipe Can Be Fabricated Right in the Field! 
— £ 








An adapted Beaver Cutter cuts away the end of the A ratchet type thread cutter makes the standard If two flanges, or a union fitting, are used to make a 
steel pipe so that %«” of the saran lining is ex- threads after the Beaver Cutter has been used. pipe connection then a full gasket is required. Ifa 
tended. This assures a tight seal after a flange is A flange or union fitting is attached and tightened flange is made up against a flange fitting or spacer 
applied and connected with another flange. until the liner is flush with the fitting. then a half gasket is required. 


Saran Lined Pipe is Manufactured bv 


The Dow Chemical Company, Midland, Michigan you can depend on DOT PL {STICS 
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SINCE 1896 


For Plating Anodizing Metal Cleaning, 
Pickling, Acid Dipping, Drying and 

Related Operations 
FULLY AUTOMATIC 


SEMI AUTOMATIC 
MANUALLY OPERATED 


PLATING BARREL APPARATUS 
STILL TANK PLATING EQUIPMENT 
VARIABLE SPEED PLATING APPARATUS 
AUTOMATIC CLEANING G PLATING UNITS 
CONTINUOUS ACID TREATMENT EQUIPMENT 
MECHANICAL CLEANING APPARATUS 
MOTOR GENERATORS - RECTIFIERS 

DRYERS, ETC. 


~ 


U. S. GALVANIZING & PLATING 
EQUIPMENT CORPORATION 


Incorporated 1896 
31 Heyward St., Brooklyn 11, N. Y., U.S.A. 
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WHERE PLATERS EXCLUSIVELY 


AND FINISHERS TO 
LOOK FOR INFORMATION 
FINISHING PUBLICATIONS, INC LAIN IGN G METALLIC SURFACE 


TREATMENTS 


OCTOBER, 1955 Volume 53 Number 10 


Editorial — A Little Worse — A Little Cheaper 


Silver Plating Aluminum Bus Bars 
By Julius Toth and H. E. Ricks 
Copper-Tin-Zinc Plating 


By J. B. Mohler 


Surface Treatment and Finishing of Light Metals — 
Part VII 


By Dr. S. Wernick and R. Pinner 


Getting the Most Out of Centrifugal Pumps 


By Eugene Brooks 
Finishing Pointers 


Science for Electroplaters — Part VII 
By L. Serota 











Shop Problems 65 Business Items 
Patents 67 Associations and Societies 
Abstracts 71 Manufacturers’ Literature 
Recent Developments 76 News from California 
Obituaries 114 


Published Monthly By 


Finishing Publications, Inc. 
Established in 1903 as Metal Industry by Palmer H. Langdon 1868-1935. 
Also publishers of ORGANIC FINISHING and 
annual GUIDEBOOKS and DIRECTORIES. 


381 Broadway, Westwood, N. J. 
WEstwood 5-1530 


L. H. Langdon, President-Treasurer; Palmer H. Langdon, Publisher; Thomas A. Trumbour, 
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Fred A. Herr, Pacific Coast Editor; John E. Trumbour, Equipment & News Editor; Inez 
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BRANCH OFFICES 
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219 West 7th St. 19 Elmwood Place 
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O00 ngle copies 45c in 
United States and Canada. other countries 85c. GUIDEBOOK-DIRECTORY 23rd edition 
1955 current, 588 pages 51'14x77 $3.00. A copy of this book is included with subscrip 
tion. Please remit by check or money order; cash should be registered. Request for 
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Just out is Naraco’s 2nd edition of 
its valuable, 20 page reference book- 
let on plating and painting tips. 


Top Naraco designers have select- 
ed, for illustration in this booklet, 
outstanding examples of successful 
tip constructions from their wide ex- 
perience. Also included is an exten- 
sive variety of removable and re- 
placeable tips shown with their piece- 
parts as actually used in plating, 
painting, and anodizing. Untold 
possibilities of reduction in costs 
through increased handling efficiency 
means greater profits for Naraco 
rack users. 


Get it now! .. . it’s yours abso- 
lutely free as another Naraco Service 
designed to help you maintain qual- 
ity and realize savings through effi- 
cient materials handling. Simply 
write or phone the nearest Naraco 
plant to you shown below .. . they'll 
be glad to assist on any special 
problems. 





NARACO 


* NATIONAL RACK CO., INC. 


179-181 Madison Street Paterson, New Jersey 


* AMERICAN RACK CO., INC. 
8139 N. Lawndale Avenve Skokie, Illinois 


* IMPERIAL RACK CO., INC. 
1109 E. Stewart Avenue Flint 5, Michigan 


* INDUSTRIAL RACK CO., INC. 
3462 N. Son Fernando Rd. Los Angeles, Cal 


* INTERNATIONAL RACK CO. INC. 
3712 National Highway West Springfield, Ohio 





























Designed to give you economy | 
and efficiency in plating 





.».a whole range of PLATING EQUIPMENT 
from UNITED CHROMIUM 
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Whether you need one new piece of and for substantial savings that go on year 
equipment or a complete installation... after year. 
here’s good news for you. The Unichrome Ask us for a proposal. We'll be glad to 
name can now be found on equipment, too. survey your requirements in tanks, recti- . 
That means plenty to platers who have fiers, anodes, agitators, 
; known the kind of time- and money- heating coils, temperature 
savings which United Chromium’s help controllers, blowers, and Q 
| makes possible. It means equipment that’s all the other necessities for 
right for the job... for longer service... your operation, ' 
Pree equipment + materials + processes 









Y for better plating at a better profit 


100 East 42nd Street, New York 17, N. Y. 
U N ITED C H ROM i UM D l v ! SION Detroit 20, Mich, ey cacoateny: 20, Conn. 
East Chicago, Ind. @ El Segundo, Calif. 


ETAL G THERMIT CORPORATION 
” . In Canada: United Chromium Limited, Toronto 1, Ont. 
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A Little Worse - - A Little Cheaper 


“There is hardly anything in the world that someone cannot 

make a little worse and sell a little cheaper — and the people who con- 
sider price alone are this man’s lawful prey.” Ruskin. 
A century ago, Alexander Watt was warning, in his classic book, “Electro- 
deposition,” that the introduction of electroplating was favoring unscrupulous 
persons who would offer plated articles as made of solid gold. We still have 
laws against such misrepresentation as the “gold brick,” but there is no law 
to protect a manufacturer from the consequences when he shops around for 
what is known as a “commercial” finish at the lowest price. Yet, there will 
always be purchasers who think they can get something for nothing. 


The large manufacturer, who jobs out all his finishing requirements or 
his overflow production, specifies, in complete detail, what he expects from 
his plater in the way of quality. He also has the staff and facilities to check 
for proper performance, and the resources to insure compliance with the 
terms of the contract. If this manufacturer is quoted a ridiculously low price, 
it’s the plater who takes the loss resulting from his inability to figure his 
costs correctly ° 


It is the small industrialist who usually makes the mistake of seeking 
the lowest price without obtaining any guarantee of quality. Without testing 
facilities; often even without experience as to the quality of finish his product 
requires, he is at the mercy of his finisher. He is the fellow who can be told 
that the poor surface of the metal accounts for the mediocre finish, whereas 
the truth of the matter is that the finisher cut corners by eliminating a grease- 
wheel operation before buffing. The price-cutting plater doesn’t have to inform 
the customer that a copper flash was used, instead of a heavy deposit, on a 
lot of zine base die castings, so that diffusion over a period of time will 
result in eventual blistering. He needn’t say anything about eliminating a 
passivating dip, which would inhibit staining on his zine plating. These are 
the things which permit him to quote a lower price, yet make a larger profit. 


John Ruskin’s words of wisdom apply just as much today as they did 
when they were penned many years ago. And they will still apply when we 
are gone, because human nature will not change. The subject is pertinent since, 
unfortunately, a poor quality finish reflects on the reputation of the industry 
as a whole, not only on the finisher who can see no further than the end 


Glcttuuul f 


of his nose. 
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Silver Plating Aluminum Bus Bars 


By Julius Toth and H. a Ricks, Standard Control Division, Westinghouse Electric Corp., Pittsburgh, Pa 


LRING the Korean incident. attention was called 

to the use of aluminum as a substitute for copper 
on bus bar applications. At first. company men were 
rather skeptical, but on further examination. began to 
like what they saw. Here was a metal one-third the 
weight of copper. having physical properties approach- 
ing copper. and electrical conductivity approximately 
61% of copper. In event of continued copper shortage. 
aluminum could be obtained in plentiful supply. 

The company’s experience with aluminum as elec- 
trical conductors. up to this time. was rather sketchy 
and published data was not complete and sometimes 
contradictory. As the use of aluminum continued to 
grow in importance, its potential electrical value was 
realized and steps were taken to solve some of the 
problems delaying its use. 

\luminum is a very active metal, but has one unde- 
sirable characteristic of forming thin invisible oxide 
films in the presence of air, which are highly resistant. 
In order to use aluminum for electrical bus bar appli- 
cation, it is necessary that this oxide film be removed 
and replaced with an electrical conducting material 
of low resistance. Recommended conducting materials 
acceptable on aluminum, such as cadmium, tin and 
silver were analyzed. From these materials, silver was 





Figure | 


elected because of its desirable features: for example. 
lower electrical resistance, and the fact that silver oxide 
decomposes at elevated temperature. reverting to metal- 
lic silver. Furthermore, should silver oxide be present, 
it presents no problem since silver oxide is electrically 
conductive. 

The problem then was: How to satisfactorily apply 
silver plating on aluminum bus bars. In order to com- 
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mercially silver plate aluminum bus bar. a new facility 
was installed at Beaver at a cost well over $150,000. 
This facility is shown in Figure 1. The installation is 
distinctive and exacting. The aluminum bars are posi- 
tioned properly on the plating racks and then processed 
through the caustic cleaner, nitric acid dip. sodium 
zincate treatment, silver strike and silver plate. then 
dried. Cleanliness of the aluminum bars between each 
operation is obtained with high pressure clean water 
rinse operations. 

An oxide film on aluminum is not a deterent to suc- 
cessful plating for decorative purposes, but it is. how- 
ever, for electrical conductor applications. Experience 
has proven that. in order to get good conductivity and 
adhesion of silver to aluminum, it is necessary to com- 
pletely remove the oxide and efficiently replace it with 
a protective electrical conducting material. This is ac- 
complished by a step process. 

Coating Procedure 

The flow line operational or step process consists of 
12 operations. The aluminum bars are first interlaced 
on stainless steel hooks on the plating rack. This rack 
is then processed through the first operation by com- 


plete immersion for 90 seconds into hot caustic solu- 
tion maintained at 170°F. to remove dirt. oils. or any 
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other contamination. Of prime importance is the dis- 
solving of the aluminum oxide to expose bare alumi- 
num metal. From the caustic cleaning. the aluminum 
bars are water rinsed to remove the caustic carryover 
and to prevent possible neutralizing of the subsequent 
nitric acid dip, from which the aluminum emerges 
clean white and with a slight etch. The metal is then 
given a thorough rinse with water spray to remove the 
acid. From the water rinse, the bars are completely 
immersed in a solution of sodium zincate. The re- 
action of this solution causes a thin film of zine to 
he deposited on the aluminum in a short time of ap- 
proximately 30 seconds. Because of the caustic in the 
sodium zincate solution, any remaining aluminum 
oxide on the aluminum is completely dissolved. As 
the aluminum oxide dissolves. zinc is deposited by 
chemical displacement on the freshly exposed bare 
aluminum. The zine is a tightly adherent coating and 
serves as a base for the silver strike. Immediately afier 
sodium zincate treatment. the aluminum bars are sub- 





Figure 3 


jected to two water spray rinses to remove the sodium 
zincate solution. During the entire study of establish- 
ing a silver plating process for aluminum bus bars. 
the sodium zincate solution and the following rinse 
operations were found to be the most sensitive. If 
the rinsing operations were not complete, the alkaline 
solution carryover on the aluminum bars, from the 
sodium zincate solution, would dissolve the zinc coating 
down to the bare aluminum. This in turn would pre- 
vent effective silver plating. The next operation con- 
sists of a rapid silver strike at a current density of 
20 amperes per square foot for 15 seconds. A ques- 
tion has often been asked. “Why don’t we silver plate 
to specified thickness direct without a silver strike.” 
Experience has shown, that if this is done, a blistering 
condition would result due to poor silver adhesion to 
the zinc. This, in turn, would give higher electrical 
resistance between the silver and zine coating. 
Immediately following the silver strike operation, the 
bars are transferred to the silver plating tank, where 
silver plate is applied at a current density of 10 amperes 
per square foot for 12 minutes. In order to insure 
uniform accelerated silver deposition, air agitation is 
used to cause turbulence in the silver plating solution. 
This action permits higher current densities for faster 
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electrodeposition of silver. by keeping the silver ions 
uniformly distributed in the potassium silver cyanide 
solution. After silver plating. the bars are cold water 
rinsed. and then transferred to a hot water rinse to 
facilitate drying. 

The silver plating process, described above. was 
established to produce the specified minimum silver 
thickness of 0.0002”. To measure this minimum thick- 
ness requirement. an electronic silver plate thickness 
tester is employed which has been found to be accurate 
to 5 decimal places. Because silver adhesion is so 
necessary for good electrical conductivity, this is also 
checked periodically. The check consists of taking 
a section of silver plated bar and heating it to approxi- 
mately 275° C. At this temperature. the silver plate 
should not blister. If blistering should occur, it would 
be considered poor adhesion. Maintaining silver ad- 
hesion and silver thickness requirements is a constant 
must in the plant’s operations. 

Laboratory testing on silver plated aluminum bus 
bars is always ir process. Figure 3 shows the labora- 
tory set-up for testing various surface preparations 
between aluminum and aluminum. and between alumi- 
num and copper bus bar joints. These tests have been 
in progress since August, 1952. Surface preparations 
tested include silver plating and some of the proprie- 
tary compounds. The joints are bolted together in 
various combinations. in series. and are checked for 
temperature rise once each week. 

Concerning temperature rise, the aluminum bars are 
cycled 6 hours with current on and 2 hours with 
current off. The temperature test was established by 


increasing the current to obtain a temperature rise 


of 50° C. above ambient on a standard silver plated 
copper joint in the middle of the assembly. Once ithe 
current value was obtained. it was held constant and 
any fluctuation in the temperature from there on indi- 
cated the heating characteristics of each joint. In order 
to illustrate how complete the tests are, the bolted joint 
connections include several proprietary compounds on 
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bare aluminum joints, silver deposits of various thick- 
ness and means of application on aluminum joints. Re- 
sults of these tests to date are not complete. but they 
do indicate silver plated aluminum joints, regardless 
of silver plate thickness. are as good as silver plated 
copper joints on temperature rise and joint resistance. 
In addition. it has been found that heavy silver ihick- 
nesses are not the basic requirement for low joint 
resistance. Aluminum bus bars, having a flash coating 
of tightly adherent silver, gave as low a joint re- 
sistance on extended laboratory tests as aluminum bars 
with 0.001 inch silver thickness. In measuring ihese 
joints. surface electrical resistance of the mating joint 
and metal surfaces is determined, and not the internal 
resistance of the silver, aluminum, or copper. To 
answer probable questions as to why 0.0002 min. 
thickness of silver is required, if thinner coating will 
give the same temperature results, the answer is: 
silver thicknesses 0.0002” minimum can satisfactorily 
resist wear for well over 200 operations on plug-in 
connections. whereas the flash coating will not. 

Based on laboratory testing, the curves on Figure 2 
were plotted to show uniformity of temperature rise 
for time beyond 24 weeks, when good silver adhesion 
is obtained on aluminum. If the silver adhesion io the 
aluminum is poor, or if unsatisfactory proprietary 
compounds are used, excessive heating will result in a 
short period of time, causing a hazardous overheated 
joint. 

Bolting techniques are extremely important for good 
electrical connections. In any bolted connection, par- 
ticularly for electrical conductor use, there is a certain 
amount of relaxation of the bolts due to heat expan- 
sion of the joint during operation. When heat ex- 
pansion occurs, the metal expansion between the 
joints is restricted mostly to a longitudinal direction. 
because of bolting restrictions. Once the metal flows. 
there is no possibility of it returning to its original 
dimensions when the metal cools. When this happens 
and the metal does not revert to its original dimen- 
sions. we have what is called creep or cold flow. In 
order to compensate for creep. in bolted assemblies 
“Coned Disc 
Spring” is employed. Referring to Figure 4, these 
Belleville washers are used properly and effectively 
by compressing them to a flattened position by 
tightening to a known torque value. In this manner. 
the joints are under a constant uniform pressure, even 
though the temperature may vary a few hundred de- 
grees. At these elevated temperatures, if the bolt or 
bus bar suffers creep. the Belleville washer will com- 
pensate for the resultant change in dimensions. The 
bolt illustrated is made from high strength steel having 
a tensile strength of 95,000 psi and yield strength of 
90,000 psi. It has been bound that the greater the 
bearing surface of the Belleville washer, the more ef- 


a Belleville washer. sometimes called a 





fective is the contact joint because of ihe increased 
contact area. Recent technological and engineering 
advances on latest aluminum alloys may eliminate the 
necessity of the Belleville washer entirely. 

Because of the assumption that the more one 
tightens a joint, the lower the resistance, the effect of 
bolt torque on electrical resistance of bolted silver 
plated aluminum bus bar joints was also investigated. 
Bolts used for test were “.-24 hex head high strength 
steel, which is standard hardware for bolting alumi- 
num bus bar connections at Beaver. The test results 
showed that the resistance of these bus bar joints de- 
creased as the bolt torque increased up to a torque of 
25 to 35 Ib. ft.. and that the joint resistance leveled 
off sharply at these torque values with no further de- 
crease in joint resistance for increasing torque. This 
test proved that a bolt torque of 25 to 35 |b. ft. was 
sufficient to obtain minimum joint resistance. Addi- 
tional joint tightening beyond these values will do no 
harm, but will accomplish nothing. 

Readers may be interested in the results of some 
silver plated aluminum bars already in service. At 
the start of the company’s engineering determination 
to evaluate the effectiveness of silver on aluminum and 
the use of aluminum for bus bar applications, ihe 
Switchgear Division in East Pittsburgh shipped io 
the Electronic Tube Division, in Bath, New York, five 
identical sets of low voltage metal enclosed switchgear 
containing silver plated aluminum bus and connection 
bars. These bars were silver plated using the same 
techniques applied at Beaver. Last October, representa- 
tives of the East Pittsburgh Works, visited the Elec- 
tronic Tube Division, to check the bolted joints for 
maintained adequate tightness and to see the general 
appearance of the aluminum bus bars in service. One 
of the 5 units in its metal enclosure was located for 
a period of 21% years in the vicinity of the power 
house, where ammonia fumes periodically occurred. 
Examination of the silver plating showed normal 
tarnish and other discolorations on exposed areas. 
which is to be expected on silver plate. One connection 
bar was completely removed from the structure. 

The contact areas were under the washers had not 
suffered any dishing due to creep of the bar. It was 
generally concluded that the silver plated aluminum 
was in excellent condition after its 214 years of ser- 
vice. The high degree of maintained bolt tightness was 
gratifying. 

The results of the silver plated aluminum bus bars 
in service is another significant step in the use of 
aluminum for electrical conductor applications. It 
again showed what has already been proven in the 
laboratory, that silver plated aluminum bus bar joints 
will satisfy the same temperature rise and joint re- 
sistance requirements as silver plated copper bus bar 
joints. 
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Copper-Tin- Zinc Plating 


By J. B. Mohler, Consultant 


N alkaline-cyanide bath can be used to deposit a 
great many alloys that satisfy a wide range of 
demands for metallic coatings. Alloys with various 
combinations of copper, tin, and zine are being deposit- 
ed for decorative, protective, engineering and economic 
purposes. Specific alloys with high reflectivity and 
tarnish resistance are being used for decoration and 
protection of plumbing, interior trim and useful house- 
hold items. Brass is being plated to obtain color and 
for rubber adhesion. Bronze alloys are used for under- 
coatings, stop-off for nitriding and bearing surfaces. 
By the addition of minor amounts of alloying metals 
to a base metal the properties can be improved. Thus, 
copper and tin can be hardened to improve wear and 
abrasion resistance, and the corrosion resistance of 
zinc can be improved. By the addition of major 
amounts of a metal the properties can be completely 
changed. Speculum metal can be deposited with high 
hardness and excellent wear resistance that cannot be 
obtained with the single metals. By selection of an 
alloy it is possible to retain some of the characteristics 
of the base metal and combine these with the advan- 
tages of the alloy properties. Alloys can be produced 
with improved physical and chemical properties while 
retaining the buffability of copper, the solderability of 
tin or the corrosion protection of zinc. 


The Alloys 


Alloys can be selected to meet a combination of re- 
quirements. For a particular application it may be 
desirable for the alloy to be bright, hard, solderable 
and corrosion resistant. In another application tough- 
ness and anti-seizure may be important. 

A number of alloys that have been deposited com- 
mercially are shown in Table No. 1 with a partial list- 
ing for general usage. The properties imparted by 
alloying correspond with what is expected from a 
knowledge of alloying by thermal methods. Additions 
of zinc or tin will increase the hardness of copper con- 
siderably and, in general, zinc may be substituted for 
a part of the tin without changing the properties 
greatly. When 38 percent of tin is alloyed with copper 
an intermetallic compound of high hardness is formed. 
That this takes place is evident from the fact that the 
alloy is exceptionally hard and white rather than pink, 
as would be expected with a solid solution, although it 
is possible to obtain a slow change in hue from white 
to bronze in alloys between 40 and 90‘, tin. A general 
knowledge of the properties of the commercial bronze 
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TABLE I 


4 pproximate 
Composition 


illoy No. Cu Se Zn Use 
l 93 7 Bearing surface 
2 80 20 Undercoating 
3 60 40 Decorative 
1 2 98 Bearing surface 
a 92 38 Color 
6 80 20 Color 
7 75 25 Rubber adhesion 
8 25 75 Decorative 
9 80 20 Corrosion Resistance 

15 Decorative 


10 55 30 
alloys is helpful to evaluate the electrodeposited alloys. 
but the comparison is only of general value. The metal- 
lurgist is concerned with castibility and porosity due 
to gassing or shrinkage during solidification, charac- 
teristics not a problem to the plater. Also the metal- 
lurgist can exercise close control over his composition 
by analysis and addition of metal and he can develop 
the desired properties by additions of minor elements. 
control of casting conditions, cold working and heat 
treatment. Metallurgical techniques are of interest 
where bending. forming or annealing are employed. 
but alloy plating is a method with a number of advan- 
tages that apply particularly to plating. 


BRONZE: 


A bronze bath has been recently developed by Bat- 
telle Memorial Institute! for depositing alloys No. 1. 
2 and 3. Such a bath can be used to plate alloys with 
various amounts of tin in the deposit by changing the 
bath composition. A relatively small amount of tin will 
have a marked effect on the hardness and the color of 
copper. The color and hardness will continuously 
change as tin is added until the hard white deposit of 
alloy No. 3 is obtained at approximately 40 percent 
tin. As the tin content is increased beyond this point 
the deposits become softer and take on more of the 
characteristics of tin. 

Alloy No. 1 was found to be considerably harder 
than copper and yet to retain some ductility. If ductil- 
ity is important, the alloy can be stress-relieved and 
softened by annealing at 700°F. The alloy has been 
used for high load bearing surfaces in pump applica- 
tions, as a stop-off for nitriding and for electroforming 
dies for molding plastics. 
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(Courtesy Metal & Thermit Corporation) 


Various parts plated by use of a bronze plating process. 


\lloy No. 2 is harder than No. 1 but is still easy to 
buff. For decorative purposes, where both hardness 
and buffability are factors, this alloy is the compromise 
between copper and speculum. 

Alloy No. 3 is one of several hard, white, bright al- 
loys that are available for decorative purposes. Such 
an alloy was the subject of several patents issued in 


1934. 
Tin ALLoys: 


Tin alloys containing small amounts of copper, such 
as Alloy No. 4, have been deposited for high speed 
bearings. For such applications a soft alloy is required. 
However. hardened tin alloys will perform satisfactor- 
ily at high speeds with the advantages of better wear 
and fatigue resistance as compared to pure tin. These 
alloys were deposited from tin fluoborate baths, but 
they can be deposited from the alkaline-cyanide baths. 
With the acid baths, deposition becomes difficult above 
5 percent copper because of copper immersion plating 
troubles. both at the anode and the cathode. 


BRASS: 


\ copper-zine alloy known as bronze has been de- 
posited for decorative purposes for many years.* This 
alloy, containing 8 percent zinc, is preferred for decor- 
ative purposes where a bronze color is desired. 

The terms bronze and brass are somewhat loose. 
To the metallurgist, bronze suggests copper-tin and 
brass is associated with copper-zinc. The copper-tin al- 
loys generally are lower in alloying elements than 
brass. consequently the color of the red copper is not 
modified as greatly in the copper-tin alloys as in the 
copper-zine alloys. The plater faced with the problem 
of matching the color of a cast bronze alloy turned to 
copper-zine plating. which was available, to produce a 
bronze color. For a brass color he used baths that 
would deposit higher zinc contents, such as alloy No. 6. 

Brass plating has been done for many years to obtain 
a desired color for decorative plating and metal trim. 
In many cases the bath is controlled for color rather 
than by the composition of the deposit. The plater 





adjusts his bath to match a color standard which may 
consist of a piece of polished brass or bronze. 

Alloy No. 7. used for rubber adhesion, is an exam- 
ple of very good control of an alloy bath. Since the 
composition is of importance for this application, much 
work on bath control has been done with the result that 
consistent results could be maintained without undue 
control methods. 

White brass® of the composition of alloy No. 8, is 
essentially a hard, brittle and bright zine alloy that has 
been used for plating tools, novelties, toys, interior 
automobile trim® and metal furniture.‘ 


OTHER ALLOYs: 


Alloy No. 9 was developed by International Tin 
Research Institute and has been used for plating tools. 
skates and machine parts in various industries.* By the 
use of this alloy a unique compromise can be made 
between the corrosion properties of tin and zinc. Zine 
gives corrosion protection because of sacrificial action, 
but the zinc itself corrodes. Tin gives corrosion pro- 
tection because of good coverage and good corrosion 
resistance; however steel will corrode at any pores or 
breaks in the tin deposit. By the use of a zinc-tin alloy 
the corrosion resistance of tin can be combined with 
the corrosion protection of zinc. 

Alloy No. 10 is a hard bright alloy developed by 
Westinghouse and introduced to industry with the co- 
operation of the Hanson-Van Winkle-Munning Com- 
pany.” 

The alloys of Table No. 1 are standard alloys de- 
posited for many applications from common and 
proprietory baths. The range of physical, chemical and 
metallurgical properties is so great that applications are 
possible in almost every phase of plating. When it is 
considered that intermediate compositions can be de- 
posited, plus the fact that cadmium may be substituted 
for a part or all of the zinc, it can be seen that there 
is almost no end to the possibilities. 

Alloy plating, just like the plating of the metals, 
becomes accepted after a bath has been developed, 
control methods have been established, the product has 
been tested, and standards or specifications have been 
set. 

After a bath becomes commercial, there are certain 
advantages and disadvantages that become the concern 
of the plater. The plater is interested in economy, bath 
control, anode corrosion, plating rate, electrode efh- 
ciency, throwing power, bath stability, preparation for 
plating, and properties of the deposit, such as buffabil- 
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Electroplated Tin-Zinc Electrical Conduit Components. 


ity, that may determine the time spent after plating. 


Just as copper, tin, and zinc may be plated from 
many different baths, so may the combination of any of 
these metals be plated from many different baths. The 
possibilities are very limited with the acid baths be- 
cause of the great difference in electrochemical char- 
acterisiics of these three metals in acid solutions. How- 
ever, it is probable that any combination can be de- 
posited from alkaline-cyanide baths. 


Alkaline-cyanide Baths 


The tendency for metals to co-deposit can be antici- 
pated by measuring the deposition potential.'” A prac- 
tical estimation of the tendency to deposit can be made 
by consideration of the tendency of a metal to co- 
deposit with hydrogen. The alkaline and cyanide baths 
that deposit metals at cathode efficiencies less than 100 
percent are likely to co-deposit metals if mixed. A study 
of the single metal baths and the alloy baths confirm 
that the variables that decrease the cathode efficiency 
in a single metal bath will suppress the deposition of 
that metal in an alloy bath. By such considerations it 
can be predicted that silver will deposit exclusively if 
a silver and a copper bath are mixed. However if a 
silver strike and a copper bath are mixed co-deposition 
is possible. If sufficient excess cyanide is present in 
such a bath the copper plating rate will be suppressed. 
These facts are known from the single metal baths and 
have been borne out by alloy plating experiments. 
Off-hand it would then seem that alloy plating from 
cyanide baths is quite simple. As a matter of fact, plat- 
ing of many alloys is practical from cyanide baths, but 
it is not quite as simple as mixing two common cyan- 
ide baths. In the case of a silver-copper alloy made by 
mixing a silver strike and a copper strike it will be 
found that it is very difficult to continuously control 
the composition of the deposit. This corresponds with 
the fact that it is quite difficult to continuously control 
the cathode efficiency of a copper strike within narrow 
limits. 


Another factor that must be taken into account is 
that of metal mixtures. Two metals may be co-deposited 
by adjustment of the electrode potentials but, if a metal 
mixture is formed, the alloy will be weak, banded or 
powdery. The successful alloys produced by co-deposi- 
tion are those where the metals are compatible, where 
either solid solutions or intermetallic compounds are 
formed. It has been pointed out that lead does not fit 
into the copper lattice'' and that weak and banded 
structures are obtained with copper-lead alloys when 
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appreciable amounts of lead are co-deposited with cop- 
per. Small amounts of lead can be co-deposited with 
copper and with silver to successfully form solid solu- 
tions, but many hours of experimentation with alloys 
of these metals containing high amounts of lead have 
demonstrated that the deposits were unsound. 


Small amounts of a substance that is not compatible 
with the base metal can produce an addition agent 
effect. This is obvious from the many examples of co- 
deposition of an organic substance like gelatine or of 
silver sulfide in a silver bath to make possible bright, 
heavy. sound deposits at higher plating rates. There 
are many examples of small amounts of metals pro- 
ducing a similar effect. It is also obvious that large 
amounts of metals have an addition agent effect. For 
example, it is much easier to obtain heavy deposits of 
bronze than to obtain heavy deposits of copper from a 
cyanide bath. This is probably due to the fact that the 
crystal structure is finer and broken up by co-deposi- 
tion and apparently takes place in the solid solution 
range as well as in the two phase ranges. 


Bath Control 


Many a plating bath that would produce a desirable 
deposit has failed in the laboratory stage because the 
bath could not be controlled. An uncontrollable bath 
at the production stage can be very costly. 


Alloy plating not only requires closer control but 
often presents new control problems. The anode prob- 
lem in particular can be quite serious. If it is necessary 
to use dual anodes, or, if immersion plating of one of 
the metals takes place on the anodes, then bath balance 
becomes critical. The fundamental problems in the 
alloy bath are that balance has to be maintained with 
two metals at the same time and that the composition 
of the deposit is sensitive to the ratio of the metals in 
the bath. Also, chemical limits have to be established 
such that there is not too great a change in composi- 
tion with change in current density. 


For thin deposits or for flash plating, control will be 
less critical. For such baths the plating rate can be low. 
the baths will not be worked hard, and the quality 
standards for the deposit will not be as rigorous as for 
heavier deposits. It may be that alloy anodes will not 
be required or even that insoluble anodes can be used. 
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Electroplated Tin- Zinc Electrical Connector Components. 


Alkaline tin baths have been operated for many years 
with insoluble anodes for flash plating. It is quite likely 
that zinc cyanide and sodium cyanide could be added 
to such a bath to produce a tin-zinc alloy. 

In order to operate the bath continuously it will be 
necessary to control the following variables: 


1. Metal content 

2. Free cyanide 

3. Free caustic 

4. Temperature 

5. Composition of Plate 
6. Cathode Efficiency 


7. Anode Efficiency 
METAL CONTENT: 


It will be necessary to control the metal content with- 
in determined metal limits. Control of the concentra- 
tion of the metals along with the other variables will 
determine the composition of the deposit for a working 
bath. 

lf a high plating rate is desired, it can only be 
obtained by maintaining a high metal content in the 
bath. If the metal content is low, the cathode efficiency 
will be low. The metal content, however, is limited by 
the solubility of the chemicals. If sodium salts are used, 
the metal content will definitely be limited by the 
chemicals added plus the carbonate that will build up 
due to bath decomposition. Higher cathode efficiencies 
and higher plating rates are possible with potassium 
salts. Commercial copper cyanide and alkaline tin baths 
are popular in potassium formulations because, as 
compared to the sodium salts, the potassium salts are 
more stable, of higher solubility, and the baths can be 
operated at higher cathode efficiencies. 

If good throwing power is desired it can be obtained 
by the use of low metal concentrations. The three 
metals we are considering will all drop in cathode effh- 
ciency as the current density is increased. With low 
metal concentrations this effect is particularly marked 
and results in excellent throwing power. 


FREE CYANIDE: 
The concentration of free cyanide has a marked 


effect on the copper plating rate. At low cyanide con- 
centrations a high plating rate is possible, but a sufh- 


cient excess of cyanide will stop the plating of copper. 
The other factors to be considered are that high cyan- 
ide concentration and high temperature will result in 
a more rapid decomposition to form carbonate. 


FREE CAUusTIC: 

Sodium or potassium hydroxide added to a bath will 
suppress the plating of tin and will increase the plating 
of zinc. Because of the use of alkaline compounds, high 


temperature and high concentration favor carbonate 
formation. 


TEMPERATURE: 


The plating rate of all the metals concerned can be 
increased by increasing the temperature. Temperature 
has the most marked effect on tin, and tin plating can 
be stopped by operating at a sufficiently low tempera- 
ture. 


COMPOSITION OF PLATE: 


In any application there will be a desired composi- 
tion for the deposit. It is only with long experience that 
the analysis of the deposit can be assumed to be in a 
specified range from the bath control data. In addition 
to the controlled variables, the plating rate is affected 
by uncontrolled variables, such as ammonia that is 
present due to cyanide decomposition. In operating a 
bath it will then be necessary to analyze the deposit 
and continuously make adjustments to maintain the 
desired control over the deposit. Of course, this is sim- 
plified where the deposit is colored and observation of 
the color indicates a shift in composition. Also, a plat- 
ing range test will be helpful in that color indications 
may show up in the high or low current density areas 
of a test panel. 


CATHODE EFFICIENCY: 


In low metal concentration and sodium baths the 
cathode efficiency should be measured and logged. It 
may drop markedly as a fresh bath is used and it may 
increase if the bath is out of service for a time. Also, 
the change in cathode efficiency may be due to a great- 
er change in the tin plating rate than in the other 
metals, with the consequence of a change in the com- 
position of the deposit. 
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ANODE EFFICIENCY: 


The anode efficiency will depend on the type of 
anodes and the bath. Copper anodes can be operated 
at 100 perctnt ancde efficiency: polarized tin anodes 
may operate at 40 to 90 percent anode efficiency; and 
zine anodes may be attacked chemically to operate at 
greater than LOO percent anode efficiency. Alloy anodes 
will approach the characteristics of the single metals 
depending on the alloy composition. Therefore, the 
least trouble will be expected with anodes high in cop- 
per and the most with those high in tin. If alloy anodes 
contain appreciable amounts of tin they will behave 
similar to tin anodes and close anode current density 
control will be necessary to maintain a polarized anode 
film. 


In some bronze baths separate metal anodes have 
been used with a circuit to each set of anodes to main- 
tain control over the rate of solution of the copper and 
the tin at a desirable solution ratio.’ Although this has 
been done it is very troublesome and not a popular 
contre| method. 


Various anode combinations and many anode con- 
trol means are obviously possible. For a large installa- 
tion, separate anode circuits or a regeneration system 
may be possible. For small practical baths there are 
other possibilities. If a high plating rate and a high 
cathode efficiency are required for such a bath, then 
soluble alloy anodes may be the only answer to main- 
tain continuous control. However, if one of the alloy- 
ing metals is to be deposited in small amounts, it may 
be controlled by chemical additions. A low cathode 
efficiency flash plating bath may be controlled by the 
use of insoluble steel anodes and chemical additions. 


Applications 


In addition to the applications mentioned and those 
that are unknown, there are many possibilities for 
alloys of copper, tin, and zine alloys. Most of the new 
applications will take advantage of one of the alloys 
shown in Table No. 1. For heavy deposits of the first 
three alloys baths are available that contain copper 
cyanide and a soluble stannous pyrophosphate complex. 
Bronze anodes are used and heavy deposits can be ob- 
tained at good plating rates. In addition to the decora- 
tive, bearing, and stop-off applications mentioned, the 
bath has been used for salvage plating and for electro- 
forming. Outdoor exposure data indicate that these and 
similar baths have good possibilities as a protective 
coating and as a under-coating.'® 

Much work has been done by International Tin Re- 
search and others on speculum and tin-zine baths for 
decorative applications. 

A sodium formulation was developed by Interna- 
tional Tin Research for the tin-zine baths. In order to 
obtain faster plating rates the Metal & Thermit Corp. 
developed a potassium bath'* that is being used for 
barrel, still and automatic plating. Many of the appli- 
cations are in the electrical and electronic industries 
due to the fact that solderability and corrosion resis- 
tance are good. 


Metal & Thermit has also developed a bronze bath 
(copper-tin)'° that may be plated either dull or bright. 
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The deposit may be used as a substitute for a copper 


undercoating. Good appearance, good color, good cev- 
ering power and direct plating on die castings are 
among the advantages of the process. An interesting 
advantage of the process is the use of copper stannate 
to maintain the metal content after initial makeup of 
the bath. The use of this compound avoids the addi- 
tion of unnecessary chemicals to the bath. 


Several interesting baths that have been used for 
years were developed by the Special Chemicals Corp.'" 
Steel anodes are used for these baths and the baths are 
maintained by the addition of replenishing salts and 
adjustment of the pH and free cyanide. These baths 
demonstrate that practical plating can be done by the 
use of insoluble anodes and addition of chemicals to 
maintain bath control. The hard, white tarnish resis- 
tant alloy contains 62‘; copper, 13‘; zine, and 25‘; 
tin. The deposit is used for decorative purposes, and as 
an undercoating for silver. Because the alloy is solder- 
able and non-magnetic it is also used inside of electri- 
cal instruments. A 14 carat gold color is obtained in a 
alloy containing 69°, copper, 29.6; zinc, and 1.4‘; 
tin. A low brass color is obtained in an alloy contain- 
ing 897 copper, 9° zinc, and 2“ tin. 


Unusual applications may require new alloy com- 
positions. If such is the case and standard or proprie- 
tary baths are not available, then the alkaline-cyanide 
baths offer the best possibilities. Enough is known 
about the copper-tin-zine alloys so that characteristics 
of new combinations may be estimated. Also, the be- 
havior of a particular bath may be predicted. With this 
knowledge available, a little imagination opens up 
many new possibilities. 
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Surface Treatment and Finishing of Light Metals 


Part Vil. — Industrial Anodizing of Aluminum and Its Alloys 


By S. Wernick, Ph.D., M.Sc., F.R.IC., F..M. and R. Pinner, B.Sc. 


This is the second installment of Part VII of the 
series by Dr. Wernick and Mr. Pinner. The first part 


appeared in the September issue.—Ed. 


Effect of Operating Conditions 


Any discussion of the effect of the operating condi- 
tions on the properties of the anodic coatings is com- 
plicated by the interdependence of most of the vari- 
ables. Several of the basic properties are associated 
intimately with the rate of growth and the solvent 
action of the electrolyte, which not only determine the 
thickness of the coating but its porosity, its mechanical 
properties, and its chemical composition. Acid concen- 
tration, temperature, current density. voltage, and the 
type of current, all influence these properties and can- 
not generally be discussed separately. 


In general, therefore, and particularly where the 
work is to be dyed, the operating conditions should be 
adapted to the alloy composition and the condition of 
the alloy and. where different alloys are treated, it may 
be necessary to install both heating and cooling equip- 
ment. 


Discontinuous films 






Homogeneous 
hard compact 
2+ films 


Heterogeneous films 
(soft superficial layer) 
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Figure 8. Conditions for obtaining homogeneous alumina films 
on unalloyed aluminum. 
C,, D,, A:, B:: limits relating to 10% by volume H.SO.. 
C,’, D,’, A;’, Bi’: limits relation to 15% by volume H.SO,. 
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Figure 9. Conditions for detaining homogeneous alumina films 
on duraluminum-type alloy. 
C:, Dz, As Bs: limits relating to 10% by volume H.SO,. 
C;, Ds’, As’ B,': limits relating to 15% by volume H-SO,. 


The film thickness depends on the operating condi- 
tions, and the effect of operating time is well illustrated 
by experiments carried out on aluminum foil by Ed- 
wards.” The total thickness of the foil, 1.14 mil. thick, 
was increased 42‘, by 60 minutes’ anodizing. 

In anodizing commercial aluminum at 80°F., 
McLachlin and Goddard** found that the thickness in- 
creased regularly in the first 50 minutes to 0.7 mil and 
remained constant. At 90°F. the curve flattened out at 
0.4 mil, and at 100°F. at 0.25 mil. When alloys were 
anodized, the maxima were generally reduced, especial- 
ly in the presence of copper, while magnesium- or zinc- 
containing alloys showed a decrease in thickness after 
reaching the maxima, requiring strict control of ano- 
dizing time. 

Much light has been thrown on the effect of operat- 
ing conditions in sulphuric acid anodizing by recent 
work in France by Herenguel et al and Lacombe and in 
America by Mason et al. 

In investigating the effect of current density and 
temperature on the thickness of the coating, Herenguel 
and Segond showed the expected increase in coating 
thickness with increasing current density and drop in 
temperature after 45 min. in 10‘ sulphuric acid, the 
effect being rather more pronounced in the case of the 
Al-Mg alloy. The best region for anodic oxidation is 
given in Fig. 8. 

Above the curve AB the film is too dense and has a 
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Sulphuric acid Gain in Elasticity Solubility Voltage 
concentration Temp. Time inode c.d. weight (Bend of Al 
(%) ay a ( min.) (amp./dm.. ) (g.) angle) (g./dm.) 
l. , 30 26 10 2 0.008 13.0 0.048 8.8 
7 — 20 30 10 2 0.007 lao 0.049 9.6 
8 oes LO ot LO 2 0.0015 14.0 0.052 10.7 
b. ores 20 20 LO ] 0.01-0.012 15.5 0.046-0.047 10.12 
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tendency to crack. On the right of CD soft superficial 
layers are formed. It should be explained that this 
diagram is for aluminum. The corresponding range 
for a duralumin type alloy is seen in Fig. 9. 

The range for other alloys will vary with their com- 
position. The soft surface layer is a typical case of film 
breakdown due to excessive temperature on a heavy 
metal. See Figs. 10 and 11. 


The Coating Ratio 


A useful concept in determining the course of anodic 
oxidation is the “coating ratio.” This term was pro- 
posed by Mason and Fowle** and represents the weight 
of the coating, divided by the weight of the aluminum 
reacting (i.e. the combined weight of metal converted 
into oxide and going into solution). 

Assuming that the coating is composed entirely of 
Al.O, the coating ratio has a theoretical maximum of 
1.89, i.e. if no metal goes into solution. In practice the 
anodic coatings nearly always contain the solution 
anion. In the case of sulphuric acid anodizing on 
99.95‘; aluminum, approximately 12-14% SOs, is 
found in the coating, which gives a maximum coating 
ratio of approx. 2.2. 


From the foregoing discussion on the effect of the 
operating variables it follows that, other conditions 
being constant, the coating ratio will decrease with 
time and can be increased by reducing the bath tem- 
perature and acid concentration or by increasing the 
current density and voltage. It can also be increased 
by certain additions such as oxalic acid.*' The way the 
coating ratio is influenced by some of these variables 
has been shown in a detailed investigation by Mason 
and Fowle.*° 

In Russia, the chromic acid processes first developed 
were later largely replaced by sulphuric acid** and in- 
teresting experiments were carried out by Akimoff, 
Tomashov and Tukina**:** in attempts to cut down the 
operating times without loss of film properties. These 
authors found that decrease in elasticity, adhesion and 
corrosion resistance of the film caused by shortening 
the treatment time could be balanced by raising the 


Figure 10. Soft surface layer 
obtained by anodic oxidation 
of aluminum at excessive 
temperature, revealed by 
gentle scraping. 
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current density and temperature. Increase in solubility 
of the aluminum could also be counteracted by increase 
in current, temperature, or acid concentration. 

The authors measured the elasticity of the coatings 
by determining the angle to which the film could be 
bent against a round object before cracking, and the 
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Figure 11. Film breakdown caused by anodic oxidation of an 
aluminum-zinc-magnesium-copper alloy at excessive current density. 


solubility from the change in weight of the specimens. 
The corrosion resistance was determined by Rohrig 
and Lux’s methods,*” by which the time is measured 
until drops of an aqueous solution containing 3°. 
potassium chromate and 25‘; hydrochloric acid (sp. 
gr. 1.16) placed on the surface turn green. 

In their attempts to accelerate the process, the au- 
thors investigated four modifications of the sulphuric 
acid process, given in Table II. 

The process recommended by these authors is to 
begin with the concentrated solution and work it with 
change in operating conditions until the lowest acid 
concentration is reached. The operating conditions can 
be varied, however, for special film properties re- 
quired. 


The same author" 


describes a process developed for 
the production of thick coatings for use in engine con- 
struction. As has been stated, coatings of above 50u 
cannot be obtained by the normal procedures. When, 
however, the solubility of the film in the electrolyte is 
reduced by lowering the temperature, films of up to 
250u can be obtained with a metal loss of only approxi- 
mately 0.3 g./dm.*. 

Such films are used where maximum wear resistance 
and heat insulation is required and are useful also for 
their ability to absorb and hold oil in cylinder heads, 
pistons, etc. 

When films are to be dyed, the temperature of the 
bath is frequently raised to approximately 35°C. This 
has the result of increasing the solubility of the film in 
the electrolyte, and hence the porosity of the coating. 
The effect of temperature and anodizing time on the 
dyeing properties is seen in Table III. 





33 





























54 


TABLE Ill 


fnocizing time ( min.) ippearance after dyeing 


95°F, 110°F, 125°F. 

30 Light grey 

60) 30 Dark grey 

OW) 60 30 Fair black 

120 90) Medium black 

150 120 60 Jet black 
Impurities 


The first losses in the course of working a sulphuric 
acid bath are made good by additions. With increase 
in aluminum content to approximately 0.2‘: , the cur- 
rent density at constant voltage first increases slightly 
but then begins to fall off, until the bath is discarded 
either wholly or in part. 

\s an alternative to a quantitative determination of 
the aluminum content, Schenk® describes a method in 
which a test-piece of aluminum is anodized at constant 
voltage and the current density determined after a 
standard time. Thus, working at 15 volts at 20°C. in 
20 to 25‘; sulphuric acid, the current density after five 
minutes should be between 14 and 27 amp. /ft.*. Varia- 
tions from this value point to exhaustion of the solu- 
tion or the presence of impurities. Chloride must be 
excluded; above 0.1 Cl~—, etching takes place. Cop- 
per and silicon dissolved from the alloys are common 
impurities. The latter is in suspension and, with lack 
of filtration, may precipitate as a brown powder on the 
anode, Oil or grease, which commonly enters from 
insufficiently cleaned air used in agitation, prevents film 
formation and gives rise to local etching. Oil adsorbed 
into the coating may also cause staining or prevent 
uniform dyeing. Schenk lists the maximum permitted 
impurities in the sulphuric acid used for making up the 
bath as: Fe+++ 0.038%, Pb++ 0.005%, Al+++ 
0.00147, NO3;~ + NO.~ 0.002%, Cl~ 0.005. 


Chromic Acid Processes 
The first chromic acid process was developed in 
Britain by Bengough and Stuart in 1923, and this as 
well as later modifications, including a standard speci- 
fication’ are still in extensive use. 


CLEANING: 


The work is cleaned by vapor degreasing and, where 
necessary, is given an additional alkaline cleaning 
treatment, e.g. a 6- to 8-oz. per gallon mixture of tri- 
sodium phosphate — sodium meta-silicate*' at 90°C. 
Where the work will stand it, shotblasting or scratch- 
brushing may precede cleaning. After a final rinse in 
clean running water, the work is ready for anodizing. 


ANODIZING: 


The work may be treated either on racks, or in per- 
forated baskets. Contact points must be stripped each 
time: alternatively, the coating may be pierced by a 
pointed spring clip. The initial solution consists of 
2.5‘. chromic acid. The acid used should be pure, i.e. 
contain not less than 99.5% CrOs and less than 0.02‘; 
Cl. In any case, the chloride content of the solution 
should not exceed 0.02 NaCl. As aluminum is dis- 
solved, the bath is regenerated with chromic acid addi- 





tion, and this can be continued to a total chromic acid 
content of 10‘,. 

The temperature of the bath is kept at LOI’F. +4 
(40°C.). The temperature is thus fairly critical, and 
thermostatic control is desirable. There should be con- 
tinuous filtration of the solution and moderate agita- 
tion, either by air or anode-rod movement. 

Where riveted tanks are used as the cathode, con- 
tact is made at several points. The tank should be con- 
structed of stainless steel. As mentioned above. how- 
ever, the use of separate cathode is best. The cathode:- 
anode ratio is not critical, but should preferably be 
from 5:1 to 10:1. To cut down the cathode area when 
the tank is the cathode, parts of the bottom and walls 
may be insulated with glass. 


VOLTAGE CYCLE: 


The voltage cycle in common use today is as follows: 
The voltage is raised gradually from zero to 40 volts 
in 10 minutes, held constant at 40 volts for the next 20 
minutes, slowly raised to 50 volts over the next five 
minutes, and kept at 50 volts for a further five minutes. 
The total time is, therefore, 40 minutes. 

In treating aluminum-alloy castings, this cycle is 
further modified, especially where a high copper-con- 
taining alloy is treated. In this case the temperature is 
reduced to 25 to 30°C. and the voltage is raised in 
eight steps of 5 volts from zero to 40 volts within 10 
minutes and held constant at 40 volts for the next 30 
minutes. After anodizing. the work is rinsed in cold 
water, then in hot water and dried. 

As has been seen, the current is controlled by the 
voltage, and the cycle must be adhered to strictly in 
order to avoid etching. The original Bengough-Stuart 
cycle, which took 60 minutes is, however, no longer in 
extensive use. The average current density over the 40 
minutes is approx. 3 to 4 amp. /ft.*. 

Because of the complex voltage cycle, arrangements 
for making the equipment automatic are difficult. To 
facilitate easier batch working, however, power sources 
have been developed with automatic voltage control, 
fitted with a timing device, to suit the cycle employed. 

The Bengough-Stuart process cannot be used on 
alloys containing more than 5‘< copper, but is especial- 
ly suitable for work with rivets, joints, etc., which is 
difficult to rinse, as chromic acid residues are not harm- 
ful to the corrosion resistance of the metal. 

The Bengough-Stuart coating is thin (averaging 2 
to 5 uw) and is relatively softer than those produced by 
other processes. The coating contains only a little chro- 
mium, and the average current consumption of the 
film is 0.2 kwh./ft.* of surface. The corrosion resis- 
tance of the film is excellent relative to its thickness, 
but the abrasion resistance is poor and the film is eas- 
ily injured. The color is more or less dark grey, de- 
pending on the composition of the basis metal, and 
does not dye well. Compared to the other processes, the 
corrosion resistance of the chromic acid film is super- 
ior in the unsealed condition but inferior to sealed, 
sulphuric acid coatings. The chromic acid coating is 
not sealed, due to its low porosity. For the same reason, 
the dissolution rate of the coating is high compared to 
the growth rate and, while the limiting film thickness 
is low, the metal usually loses in weight by anodizing. 
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TABLE 


Chromic Acid 


Content Voltage Current Density Time 
3% Bengough- 3 amp. ft.* 60 min. 


Stuart cycle 
QO, 10 em 


( average ) 


3 amp. ft.? 30 min. 





IV°- 


ipparent Current Efficiency 


Temp. °C. il Removed* 11.0% Formed 
10 102.0 45.9 
30 101.8 02.2 


*The figure for aluminum removed in the table is greater than 100 due to chemical dissolution of aluminum, confirmed by the 


gas analysis figures mentioned earlier.** The weight of the film only accounts for 60 to 806 of aluminum lost while 20 toe 40° is 


dissolved. 


Accelerated Chromic Acid Process 


This process was developed in the L. S. A. by the 
Bureau of Standards*':** in an attempt to work out a 
process which would work at constant voltage, and to 
avoid rapid exhaustion of the solution. It was found 
that, at a chromic acid content of 5 to 10‘:, the Ben- 
gough-Stuart cycle is not required but a constant volt- 
age of 40 volts may be employed at much reduced treat- 
ment time. Table IV gives the relationship between 
treatient time and current efficiency of the process. 

The current efficiency of course decreases with time. 
until the limiting film thickness is reached, where the 
rate of growth is equal to the dissolution rate. 

The change in dimension produced on three alum- 
inum alloys by the accelerated chromic acid process 
was determined by Edwards and Keller.** The alloys 
were 28-0, 24ST and 195T-4 (the latter being a heat- 
treatable Al-Cu casting alloy) and were treated in 8°, 
chromic acid solution at 35°C.. 40 volts for 30 minutes. 
The same treatment produced coatings of 0.00014” on 
28-0. 0.00012” on 24ST and 0.00010” on 195-T4. The 
changes in the diameter of the test-piece anodized var- 
ied according to the alloy and the position on the test- 
piece, but in no case exceeded 0.00008” 

The coatings produced by the accelerated process 
may be sealed in hot water at 180 to 200°F. or, alter- 
natively, may be dyed and subsequently sealed in nickel 
acetate (0.4 oz. /gal. at pH 5.0). 


During an investigation of the impurities in chromic 
acid solutions Buzzard and Wilson found that chlor- 
ide present in the electrolyte causes etching. while the 
chromic acid was exhausted mainly by neutralization 
with dissolved aluminum. The hexavalent chromium 
content. which is called the free chromic acid content. 
decreases with time, while trivalent chromium and 
aluminum content increase, the former being formed 
by cathodic reduction. To avoid this, the cathode area 
should be kept down as far as possible. When the free 
CrO, content is low, the corrosion resistance of the 
coating is low and a brown deposit consisting prob- 
ably of an aluminum or chromium chromate settles out 
at the bottom of the tank. In the presence of trivalent! 
chromium, the dissolution of the aluminum is retarded. 
The optimum operating conditions depend on_ this 
dissolution and, hence, on the free chromic acid con- 
tent. Attempts have been made to rejuvenate the elec- 
trolyte by anodic oxidation of the trivalent chromium 
as is done in chromium plating. 

The solution is electrolyzed between lead anodes and 
iron cathodes, at 2.5 amp. /ft.? for 24 hours or until the 
pH drops from 1.5 to 0.2. According to another ac- 
count®® the anode:cathode area ratio should be 40:1 
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while the anode area should be within the region of 
0.5 to 1.0 sq. ft. per gal. 

D. Jackson*® has studied the effect of sulphate con- 
tent in the Bengough-Stuart chromic acid bath and has 
found that the color of the coating varied significantly 
with the amount of sulphate present. Thus. while a 
semi-opaque film is formed at less than 0.0167 H.SO,. 
opaque films formed at between 0.01 to 0.03% H.SO, 
go over to transparent coatings above 0.036, H.SO,. 

In practice. the sulphate may come from hard water 
and, although anodizing is possible up to a sulphate 
content of 0.5[¢ H.SO, it is inefficient and the water 
supply should henceforth be tested and measures taken 
to soften it if necessary. The life of the chromic acid 
solution is shortened in the presence of sulphate. as in 
its absence an insoluble film of chromium dichromate 
is formed on the cathode“ which is permeable only to 
the small hydrogen ion, and hence permits the libera- 
tion of hydrogen without reduction of the Cr.O;~ ion, 
which is too large to diffuse through the film. The pres- 
ence of the bisulphite anion facilities dissolution of this 
cathode film and increases reduction of the hexavalent 
chromium. Provided. however, the cathode current 
density is large enough (i.e. the cathode area is small). 
the influence of the sulphate ion is negligible. In this 
way, Tarr. Darrin and Tubbs** worked with cathodes 
of only 2‘, of the anode area (using high chromic acid 
solutions) and obtained coatings of similar weight of 
Al,O; (i.e. similar anode efficiency) as with cathodes 
20 times the anode area. 

To precipitate sulphate from the solution. barium 
hydroxide or carbonate may be added as in the case 
of chromium plating solutions. As the precipitate does 
not as a rule interfere with anodizing. it is often al- 
lowed to remain at the bottom of the tank. In the pre- 
cipitation it may be assumed that | lb. of barium 
hydroxide reduced the sulphate content of 100 gallons 
of solution by 0.2 g. 1. This will, however, depend in 
some degree on the chromic acid content as barium 
chromate may partly precipitate. For this reason, if the 
precipitate is to be removed. time should be allowed 
for barium in chromate form to be converted into the 
less soluble sulphate before decanting the solution. 


Modified Process 
The effect of sulphate in chromic acid solutions. 
however, is not necessarily detrimental. Slunder and 


Pray 
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describe a modified chromic acid process which 
was employed during the wartime shortage of chromic 
acid, 

In the normal high chromic acid bath chromic acid 
is consumed, as only approximately half the Al.O. 
formed by electrolysis remains, the remainder being 
dissolved, neutralizing the free chromic acid. In this 
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way it has been stated that 90°, of the chromic acid 


consumed is used to neutralize dissolved aluminum and 
to maintain the pH.*" 

The decrease in efficiency is shown by a rise in pH 
and a drop in the current density at constant voltage. 
Ordinary additions of chromic acid build up the chro- 
mium content and, after a time. the bath is exhausted 
and is either entirely discarded, or replaced in part. 
The latter method being preferable as it enables a con- 
stant pH and chromium content to be used. In the 
modified process, on the other hand, though the bath 
initially contains chromic acid only, the pH is main- 
tained by additions of sulphuric acid. The tanks used 
in this process must be protected against corrosion. 
Lead lined tanks are suitable. while carbon cathodes 
have been employed. 

Slunder and Pray worked with a stock solution con- 
taining: 


Hexavalent chromium 50.3% 
Trivalent chromium 0.3% 
Aluminum oxide 14.8% 
Sulphate a b/ 
pH 1.0% 


to which varying amounts of aluminum sulphate were 
added. 

While in the case of 24ST, sulphuric acid additions 
can be made by time alone, the relationship is more 
complicated in some other alloys. as the sulphate con- 
tent increases. At constant pH, variations in sulphate 
content may cause pronounced changes in the current 
density-voltage relationship and, in practice, the thick- 
ness of the film is controlled by maintaining the oper- 
ating conditions to give a constant anode current den- 
sity rather than by maintaining constant operating 
conditions. This is usually done by changing the pH or 
the bath voltage as the sulphate content increases. 

The variation in the current density / voltage relation- 
ship with sulphate content means that different alloys 
cannot be anodized at the same time. unless the voltage 
is kept down to 15 to 20 volts. The coatings are trans- 
parent and have the appearance of d.c. sulphuric acid 
filims. 


Regeneration and Disposal of Anodizing 
Solutions 

\s the anodizing bath is used, the aluminum content 
of the solution will rise and there may also be an un- 
wanted rise in the trivalent chromium concentration. 
Rise in aluminum content may be countered by addi- 
tion of chromic acid according to the free chromic acid 
content measured by the titration value, which should 
not be allowed to fall below 3 except when the solution 
is about to be discarded, when it may fall as low as 2. 
Once the total chromic acid concentration has exceeded 
10‘, by weight the voltage required to use the bath 
becomes excessive and the corrosion resistance of the 
coating may suffer. In practice, the bath will have to be 
discarded unless it is regenerated. 

Regeneration can be carried out by means of cation 
exchange and is usually well worth investigating if 
the bath volume is above approximately 300 gallons. 
The economics of cation exchange regeneration have 
been discussed in a number of articles*- *” and, par- 
ticularly in the case of larger plant, have often been 
spectacular, whi'e an additional advantage consists in 


the closer control on the anodizing operation facili- 
tated by operating at a constant aluminum content. 

Chromic acid anodizing wastes may create a dis- 
posal problem whose seriousness will vary with local 
regulations. In many cases, it is essential to extract 
the chromic acid from the wastes before these are 
passed to the sewer and, in some cases. the chromic 
acid may be removed for re-use. 

A number of methods have been devised for treating 
chromic acid containing wastes including (1) redue- 
tion by ferrous sulphate, sulphur dioxide and sodium 
metabisulphate, barium sulphide. iron and zine.*® * 
(2) precipitation with barium chloride or hydrox- 
ide.*"-°" (3) evaporation to a small volume,*' ** and 
(4) by anion exchange.”? °** A full description of all 
these methods has been given elsewhere.°* While choice 
of method must be made according to individual con- 
ditions the anion exchange has the advantage of being 
perhaps most easily combined with the systems de- 
scribed earlier. 

Sulphuric acid anodizing solutions may be regen- 
erated by extracting the aluminum and other metals 
introduced in aluminum alloys though, in practice, the 
low cost of the electrolyte will not normally make this 
economic, If regeneration is required, the metal may be 
precipitated as aluminum alum by adding ammonium 
sulphate and cooling.** Alternatively, the sulphate of an 
alkali metal may be added. By this method the life of 
the solution is prolonged, possibly by sequestering 
aluminum as a complex salt. 


Comparison Between Sulphuric and Chromic 
Processes 
The relative advantages of the two processes can be 
summarized as follows: 


Cost — Both in cost of chemicals, length of treat- 
ment, heating and power costs, the sulphuric acid proc- 
ess is by far the less expensive. 


Automatic Equipment — Both the sulphuric acid and 
the modern high chromic acid solutions may be worked 
automatically, for which the Bengough-Stuart process, 
which requires varying voltages, is not suitable. 


Alloy Composition — The majority of alloys can be 
treated satisfactorily in sulphuric acid. Alloys contain- 
ing above 5‘ heavy metals or substantial amounts of 
silicon cannot be satisfactorily treated in chromic acid. 

Shape of W ork — Work with laps, joints or recessed 
parts should not be treated in sulphuric acid due to the 
corrosive nature of acid residues. Chromic acid resid- 
ues, on the other hand, are beneficial by virtue of their 
inhibiting properties. 

Protection Chromic acid coatings do not require 
sealing and, in the unsealed condition, are more corro- 
sion resistant than sulphuric acid coatings. The latter 
are, however, generally superior after sealing in hot 
water or dichromate solutions. Again, chromic acid 
coatings are relatively thin and soft and cannot be 
used where wear resistance is required. 

Appearance — The grey color of chromic acid coat- 
ings is generally unattractive and only dark shades are 
obtainable by dyeing. The sulphuric acid coatings are 
clear and transparent, and may thus be applied to pro- 


(Continued on page 60) 
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Getting the Most Out of Centrifugal Pumps 


By tugene Brooks, Engineer, The Deming Co., Salem, Ohio 


JT NSTALLATION of the right pump for any applica- 

tion is absolutely necessary for efficient operation at 
lowest possible cost, no matter how carefully the pump 
is maintained. In the case of pumps used in metal fin- 
ishing operations, such as cleaning. degreasing, pick- 
ling. plating, rust-proofing or phosphate coating, care- 
ful pump maintenance and repair takes on special 
significance. Caustic alkali solutions, hot organic sol- 
vents and the various acids and plating solutions create 
peculiar pump maintenance problems. These problems 
must be solved permanently if the economy of con- 
tinuous assembly and processing is to be maintained 
on today’s fast-moving production lines. 

\fter the proper pump has been selected and de- 
livered, the installation and operation instructions sup- 
plied by the manufacturer should be read and followed 
carefully. These instructions are mostly based on ihe 
standards of the Hydraulic Institute and represent the 
accumulated experience of the pump industry over 
many years. While they cover most problems encoun- 
tered in installing and operating pumps, the various 
items concerning maintenance and repair require some 
elaboration. 


Stuffing Boxes 


As long as the pump produces the required output, 
the maintenance consists only of attending to stufhing 
boxes and bearings. The stuffing box can be compared 
to a closely fitted bearing which, in order to operate 
satisfactorily. must have a straight, smooth shaft run- 
ning in its exact center. This shaft must be lubricated 
and cooled either by drips from a liquid or by some 
other means of lubrication. 

A slight leakage from the stuffing box is normal 
when conventional asbestos graphite type of packing 
is used. Maintenance men frequently regard the leak- 
age as a pump failure, and they may draw the stuffing 
box glands up tighter to eliminate the dripping. W ith- 
out this minimum leakage, however, the shaft will 
score in the boxes and within a short time the shaft 
will have to be replaced. Where the fluid being pumped 
is inexpensive, such as plain water or a highly diluted 
alkali or other cleaning solution, and the slight leakage 
can be readily disposed of it is more economical to 
allow this normal leakage than to replace pump shafts 
or shaft seals frequently. 

If the stuffing box stays reasonably cool and does not 
leak excessively, its operation should be considered 
satisfactory. If the box heats and excessive leaks can- 
not be stopped by tightening the packing, it is well 
to stop the pump and to check up on the points 
enumerated in the manufacturer's maintenance instruc- 
tions. To repack, the stuffing box and sealing rings, 
as well as the water-seal passages, if any, should be 
cleaned and new packing installed according to the 
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manufacturers instructions. This is the general pro- 
cedure: When starting the pump. considerable leakage 
should be allowed: and, above all, heating prevented, 
since this would melt the lubricant out of the packing. 
After sufficient wearing in time usually from one 
to two hours. the packing will have formed a proper 
seal around the shaft, the temperature will be down 
and the leakage not excessive. The latter two condi- 
tions indicate that the stuffing box is working satis- 
tactorily. 

\ number of pump manufacturers now use a type 
of bulk packing to prevent scoring pump shafts. It 
is a mixture of lead, cellulose and graphite, and looks 
like a carbon-graphite bushing after having been in 
use. In one automobile assembly plant, this packing 
has greatly increased efficient operating life of pumps 
used in degreasing and cleaning body parts. Previous- 
ly, the stuffing box trouble required replacement of 
the pump shaft or shaft sleeves every 3 or 4 months. 
After using the packing, the same pumps operated 
efhciently for 10 to 12 months before they were torn 
down for other repairs. At this time there was no 
sign of undue wear on the shaft. 

Instead of a packed stuffing box, mechanical seals 
may be used to prevent shaft leakage, but only with 
certain fairly clear liquids. These devices consists of a 
stationary part and a rotating seal which are under 
sliding contact with enough pressure to seal off the 
fluid pumped. The shaft is sealed off by packing or 
rubber sleeves. Although successful on fluids which 
are free of grit and contain some form of lubrication. 
the mechanical seals have not been proven for gritty 
fluids, such as a recirculating degreasing solution, or 
for non-lubricating fluids. At present, mechanical seals 
are not yet accepted as a substitute for packing in all 
cases. 

Perhaps the most practical solution to the stuffing 
box problem is the installation of a submerged type 
pump for circulating cleaning and coating solutions 
sprayed on assembly line products. This type of pump 
requires no stuffing box. Mounted vertically directly 
over the tank of liquid it circulates, the pump will leak 
back into the tank, preventing loss of an expensive 
coating solution. Another advantage is that no extra 
floor space or expensive foundations are needed since 
these compact pumps use only a small space on the 
circulating tank cover. In contrast, the horizontal cen- 
trifugals must be installed on or under the floor to 
be on a level with the tanks. 


Bearings 


Common to most pump types, however, is another 
troublesome maintenance problem bearings. Two 
types of bearings most frequently used are sleeve bear- 
ings and ball bearings. The sleeve type bearing is 
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placed close to the impeller and is submerged in che 
liquid being pumped. If the liquid is free of gritty 
particles it serves as a lubricant between the pump 
shaft and ihe bearing surface. 

However, if the pumped liquid is not clean. a flow 
of clean water is piped to the center of the sleeve 
bearing. Most pumps are equipped with a removable 
plug for introducing water to lubricate this iype of 
bearing. Maintaining this flow of water at a pressure 
higher than the head developed by the impeller lubri- 
cates the bearing and excludes any gritty particles 
from the lubricating fluid. In using this type of lubri- 
cation, it is necessary that dilution of the pumped 
liquid be unobjectionable, since the lubricating water 
is forced through the pump discharge. 


Ball bearings are gradually replacing the sleeve 
bearings made by pump manufacturers. The two main 
points of ball bearing maintenance are: keeping out 
the water or corrosive solution, and proper, but not 
surplus lubrication. Most pump manufacturers in- 
clude instructions for the proper lubrication of bear- 
ings with each pump delivered. The proper time in- 
terval between regreasing depends upon the speed and 
size of the bearing and its temperature while the pump 





is operating. No general rule will cover bearing lubri- 
cation for the many pump uses, but regular inspection 
of bearings should be a part of siandard pump main- 
tenance. Many times main enance m_n will overgrease 
ball bearings in pumps to “make sure” they have 
adequate lubrication, Actually. ihe surplus grease pre- 
vents the proper dissipation of heat from the bearing. 
This results in the grease packing around the bearing 
and inevitable mechanical failure. 

Standards for ball bearing lubrication are issued by 
ball bearing manufacturers in cooperation with ihe 
oil companies. These standards, along with the pump 
manufacturers maintenance instructions, should guide 
maintenance personnel in the proper care of pump 


bearings. 


Pump Repair 


When the performance of a centrifugal pump drops 
below its requirements, the pump must be refitted with 
new parts to assure the output necessary to meet the 
demand. However. many symptoms of poor per- 
formance can be due to less serious causes. The fol- 
lowing outline will be helpful in locating the causes 
of common performance iroubles: 





Figure 1. Typical impellers for centrifugal pumps. 
A—Semi-enclosed or semi-open impeller with sealing ring on back. B—The most common and simplest open type impeller. C—Same 
open impeller as B except for sealing ring on back. D—Single suction enclosed type impeller with sealing rings on suction side as well 
as on opposite side. E—Another single suction enclosed type excepr that sealing ring is on suction side only. F—Symmetrical double 
suction enclosed impeller with sealing rings on both sides. 
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Locating Trouble 


Nor ExovucH Water DELIVIRED: 
a. Discharge head requirements higher than antici- 
cipated., 
b. Suction lift too high. 
c. Not enough suction head or submergence for hot 
water. 
d. Suction or discharge piping too restricted. 
e. Air leaks in suction pipe or stuffing box. 
f. Mechanical defects. 
1. Impeller worn or damaged. 
2. Casing worn. 
g. Wrong direction of rotation. 
Not ENouGH PRESSURE: 
a. Speed too low. 
b. Air or gas in liquid. 
c. Piping too small. 


~ 


1. Impeller diameter ioo small. 


Pump Works For A WHILE AND THEN Quits: 
a. Leaky suction line. 
b. Waterseal plugged. 
c. Suction lift too high. 
d. Air or gas in liquid. 
e. Not enough submergence. 


Pump TAKER Too Mucu Power: 
a. Speed too high. 
b. Head lower than rating. pumps too much liquid. 
c. Liquid either more viscous or heavier than anti- 
cipated. 
d. Mechanical defects. 
1. Shaft bent. 
2. Impeller binds in casing. 
3. Stuffing box too tight. 


In any of the above cases where inspection indicates 
that worn internal parts of a centrifugal pump are 
causing reduced performance, new parts should be 
installed and a general pump overhaul should be per- 
formed. The pump should be dismantled, cleaned. and 
inspected carefully in a regular procedure such as the 
following: 

1. Ball bearings are removed from ihe shaft and 
washed with clean kerosene. If inspection shows that 
they are still usable, they are coated with oil and 
wrapped in clean rags or paper until they are re- 
installed on the shaft. Ball bearings must not be left 
lying around unprotected on work benches, becaus- 
dust and filings will ruin the bearing surfaces. 

2. Shaft and sleeves (if any) should be inspected 
for wear and scratches where shaft passes through 
packing. Shallow scratches can be removed by polish- 
ing or grinding. Deep scratches and grooves call for 
new parts. 


3. Impeller and casing are inspected next. 


Impeller Types 


To properly inspect and refit impellers, it is neces- 
sary to recognize the peculiar features of several types 
of impellers used in centrifugal pumps. Illustrated are 
various types of the three general classes of impeller 
used in centrifugal pumps 
semi-open) and closed. 


open, semi-enclosed (or 
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1—Impeller of semi- 
enclosed type. 


1A — Impeller wear- 
ing ring. 


2—S.uffing box head. 
3—Casing. 


a—Width of impeller 
vanes. 


b—Depth of casing. 


c—Thickness of gas- 
ket. 


d — Clearance be- 
tween impeller and 
stationary casing. 


e — Clearance be- 

tween impeller and 

stationary stuffing 
box head. 


f — Pressure relief 
holes. 


g—Chamber in back 
of impeller. 


k—Width of impeller 
of shroud. 


h—Diametrical clear- 

ance of cylindrical 

sealing fissure includ- n—Depth of sealing 
ing thickness. fissure. 


Figure 2. Details of pump and clearances around semi-open im- 
peller and sealing ring. 


In Fig. | the vanes of impellers A. B and C produce 
a wiping action on the face of the casing. This type 
of impeller is preferred for fluids containing solids. 
such as degreasing compounds removing grit and 
grease from heat treated or machined metal parts. 
Types D, E and F are used for clear liquids. The seal- 
ing of the pressure developed by the impeller is taken 
care of, in various manners. by the different designs. 
Some incorporate wearing rings which fit closely into 
the casing. Others seal the discharge space of the 
pump from the suction space in axial direction by 
letting the vanes of the impellers rotate close to the 
wall of the casing. 


The centrifugal pump with semi-open impeller and 
volute casing is frequently used for pumping clear or 
muddy liquids at discharge heads up to 75 pounds. 
Details of the pump design and construction are indi- 
cated in Fig. 2. 


Impeller seal consists of impeller wearing ring ‘1 A) 
rotating in casing with clearance (h). If on inspection 
this clearance is found to be over 0.005” to 0.010” on 
small and medium size pumps, new paris should be 
installed. The front clearance (d) should be between 
0.002” and .005”. This clearance (d) can be varied 
by moving the impeller, provided axial adjustment is 
possible in the bearings. 


This adjustment made at the bearing is a great con- 
venience to the assembler at the factory, since it en- 
ables him to quickly put the impeller in the required 
position. When there is excessive clearance between 
the impeller and the casing, a large part of the pumped 
liquid naturally returns towards the suction. and the 
output and efficiency are greatly impaired. For aver- 
age conditions the adjustment should not be tampered 
with in the user's plant. The manufacturer or installer 
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should be consulted. However, the adjustment pro- 
cedure is simple and, if a possible maximum is de- 
sired, trained plant personnel can make the change. 
For best results, the adjustment should be made while 
the pump is running. 

\ll ball bearings (except for special applications) 
have a certain amount of end play and, therefore. 
when the pump is operating and under load, the shaft 
will shift its operating center a few thousandths of an 
inch one way or the other. Construction makes possi- 
ble a hairline adjustment. By means of a pressure 
gage and instruments for reading the power consump- 
tion, the best operating setting can be determined. En- 
larged clearances resulting from wear of the impeller 
vanes or casing face, or both. can be reduced by re- 
adjustment of impeller. 

When the pump delivers in excess of requiremenis. 
adjustment can be made by partial by-passing. This 
method of reducing capacity is less detrimental to 
the efficiency than the customary throttling by valves. 

Refitting of the rest of the impeller types (Fig. 1B 
to F) can proceed as follows: 

Fig. B 


depends on axial clearance of impeller between casing 


Fully open impeller. Front and back seal 


walls. Clearance is reduced by removing shims _be- 
tween casing halves. 

Fig. C Same as B, except that back sealing ring 
must have proper clearance in casing. 

Fig. D 


2 sealing rings. This style does not require axial ad- 


Sealing depends on proper clearance of 


justment. 
Fig. E Same as D. 
Fig. F Same as D. 


Pump Alignment 


\fter the pump has been refitted and_ reinstalled. 
even if the original alignment of pump, piping and 
motor was satisfactory, the alignment should be re- 
checked before starting the unit. If the proper align- 
ment is not maintained, pump operation causes undue 
wear at the coupling, as well as the bearings in both 
the pump and motor. The following alignment inspec- 
tion procedure should be a part of regular pump 
maintenance. 


With vertical, horizontal and angular alignment 
no strain is transmitted to the pump. When perfectly 
aligned the rotating element of a pump should turn 
freely without binding and should show no bright 
spots. 

The vast experience of pump manufacturers in pro- 
ducing centrifugal pumps for metal finishing appli- 
cations has been the result of cooperative efforts 


among pump makers, producers of continuous clean-- 


ing and coating equipment, and the manufacturers 
of automobiles, appliances and many other fabricated 
metal products. Engineers of these firms work con- 
stantly to develop better pump designs to increase 
operating efficiencies and lower operating costs. The 
benefits of their experience and studies can be fully 
realized only when responsible personnel carry out 
thorough pump operating maintenance programs reg- 
ularly and faithfully. 





SURFACE TREATMENT 


(Continued from page 56) 


tect decorative finishes, while they are excellently suited 
for dyeing. 

Dimensional Change Less aluminum is dissolved 
in the Bengough-Stuart process and, where it is neces- 
sary to work to small tolerances, this process is super- 
ior to both sulphuric and high chromic acid processes. 

Vechanical Properties — Under conditions of stress, 
the mechanical properties are largely unaffected by the 
chromic acid coating, while fatigue properties may be 
slightly improved. The bending properties of thin 
sheets are also not affected as much as by other proc- 
esses.”” 

Equipment — Chromic acid baths require better ex- 
hausts because health hazards are greater than in the 
use of sulphuric acid. The latter, however, require acid 
resisting tank materials and separate anodes. 


(To be continued next month) 
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Finishing Pointers 


Spotty Plating 


PROBLEM that occasionally arises is that of spotty 
plating. Spots on the plated surface can be due to 
trouble in the bath, such as loss of bath control, or due 
to dissolved gases or the presence of oil. Spots can also 
be caused by porosity of the basis metal. 
if spots are due to bath troubles they will be appar- 
ent as the work leaves the plating bath. If spots show 
up after the rinse or, if they develop or get worse with 
time, then they are generally due to porosity. Examina- 
tion under a low power microscope may reveal the 
pores. On the other hand, they are often difficult to 
find because they have been partially closed at the 
surface by working of the metal in a machining o1 
buffing operation. 


The pores may sometimes be closed by a burnishing 
or buffing operation. A cutting operation is more likely 
to open them up. If the pores are sufficiently open they 
may not cause trouble. However, if they are deep or 
interconnected, they may cause sufficient trouble that 
the stock will have to be rejected. In such a case the 
pores should be apparent by close visual examination. 
Such deep pores cannot be washed free of solution in 
the rinse tanks, Consequently, the solution from a 
cleaner. pickle. or strike may be carried to the next 
bath. This causes spotty plating at the final rinse and. 
if sufficiently bad. may cause incomplete coverage. 
blistering. and loss of bond. 


The sketch shows a condition that will cause trouble. 
The pore has a small opening at the surface. When the 
work is placed in a warm bath the air is expanded 
within the pore, pushing out the solution before it. 
When the work is next immersed in a cold rinse the air 
contracts, solution is drawn in, and an air bubble is 
trapped within the pore. The pore will now be very 
sensitive to any temperature change and the bubble will 
act as a thermal pump to pump solution in and out at 
the various warm and cold steps. Also it will pump 
solution out by expansion and contraction after the 
work is plated. 
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There are a number of things that can be done as an 
approach to this problem, such as impregnation. 
changes in the plating cycle or multiple hot and cold 
rinsing. Also there was one simple solution that has 
been applied. 

In an application where flash tin plating was used 
to cover finished bronze surfaces, occasional spots due 
to porosity were encountered. They were not severe but 
sufficiently bad to cause loss of sales appeal. 

The cycle consisted of: 


1. Electroclean 
2 Rinse 

3. Alkaline tin plate 

1. Rinse 

5 Hot rinse 

The plate was 0.02 to 0.05 mils thick and spots 
showed up after hot rinsing and became worse with 
time. 

This problem was solved by addition of soluble oil 
to the hot rinse in the ratio of one quart of soluble oil 
to one cubic foot of rinse water. When the work dried 
after the hot rinse it now had a thick film of soluble 
oil on the surface. This resulted in some loss of the 
white color of the tin but it completely eliminated the 
spots. Apparently the oil collected in the pores as the 
work dried. Although there was some loss in color there 
was also another gain in that the work was not subject 
to staining by finger prints. 

The oil could be removed by vapor degreasing but, 
if this was done, spots again showed on the work, in 
this case oil spots. Anything subsequently done to the 
work involving a liquid again caused spots. The work 
could be wiped or tumbled in sawdust, although the 
appearance due to the presence of a thin oil film was 
not objectionable in this particular case. 

One answer to this problem is to reject porous work. 
However. if the work consists of sand castings, it is 
likely that porosity will be inherent in the casting 
process. It usually will not cause trouble, but occasion- 
ally spotty plating will result. The porosity is caused 
by the shrinkage of the metal during freezing in the 
casting process. It is not an unusual condition in low 
cost castings. If the porosity is small. dispersed through 
the metal or, if it consists of holes that can be rinsed. 
it will not be apparent at the plating line. Thus porosity 
is often present but not apparent. Also, as previously 
mentioned, the pores are sometimes closed by mechan- 
ical working. 

In the example mentioned the porosity was not 
objectionable from the standpoint of use of the part. 
The amount of porosity was sufficiently small that the 
part would pass inspection standards. Also, there was 
no objection to the color of the work due to the pres- 
ence of a thin film of oil. 

Where the use of soluble oil in a hot rinse is not 
objectionable and, where occasional porosity is a prob- 
lem, the process can be standardized. If the addition 
of soluble oil to the hot rinse is standard practice then 
there will be continuous production and no interrup- 
tions or loss of production for those times when a few 
pores in the metal might otherwise mean salvage. re- 
processing and loss of production time. This method is 
sufficiently simple and of low enough cost that it can 
be used on a permanent basis. 
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Science 
for 
Electroplaters 


7. Formulas 


By L. Serota 


a arrangement of the elements in 
the periodical table provides an ap- 
proach to the method of writing 
formulas. Since chemical changes in- 
volve the transfer or sharing of valence 
electrons. the combining power of an 
element can be interpreted in terms of 
electrons required to attain the stable 
configuration (octet) of an inert gas 
element. The position of an element 
in a specifie group in the periodic table 
is an indication of its lending or bor- 
rowing capacity (of electrons). For 
example, the atom of an element in 
Group I, with one electron in the val- 
ence shell, will readily transfer the sin- 
gle electron and assume the stable con- 
figuration of the inert gas preceding 
the element in the periodic table. This 
change will result in the formation of 
an electropositive ion carrying a charge 
of plus one. Its oxidation state is said 
to be plus one. An atom of an element 
in Group VII. however. with seven 
electrons in the valence shell. will, 
preferentially. gain a single electron 
to attain the octet configuration of the 
inert gas following the Group VII ele- 
ment in the period table. The kernel 
resulting from this change will carry 
an electronegative charge of minus 
one. 

This principle can thus be applied 
to writing a formula. A sodium atom 
in Group | will, upon transferring its 
valence electron change to a sodium 
ion, assume a charge of plus one. The 
resulting stable configuration will be 
that of the inert element neon. This 
can be represented as Na*. By the 
same procedure, a chlorine atom, upon 
gaining an electron, will carry a charge 
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of minus one and the resulting stable 
configuration will be that of the inert 
element argon. This can be represented 
as Cl~. It is apparent that chemical 
combination of sodium and chlorine 
involves the transfer of a single elec- 
tron, so that one sodium atom will 
unite with one chlorine atom to form 
the compound sodium chloride. The 
formula for this compound will there- 
fore be NaCl. 

The elements in Group Ib, the tradi- 
tional elements with variable valences, 
would form two different compounds 
in uniting with chlorine. Copper will 
carry a charge (valence) of plus one 
when the single valence electron is 
transferred. and a charge of plus two 
when an additional electron from the 
inner 18 electron shell is transferred. 
The symbols for the copper ions would 
be Cu* (cuprous) when one electron 
is transferred and Cu* (cupric) 
when the second electron is removed. 
The Cu* * (cupric) ion with two elec- 
trons transferred will give complete 
configuration shells for the two chlor- 
ine atoms. The formulas would there- 
fore be CuCl (cuprous chloride) and 
CuCl. (cupric chloride). 

The same procedure employed for 
magnesium. which is representative of 
Group II elements. with two electrons 
in the outer orbit would show an oxi- 
dation state of plus two, Mg* *, and 
its chemical union with chlorine would 
result in the formation of the com- 
pound magnesium chloride, with the 
formula MgCl.. Mercury in Group IIb, 
with an eighteen electron inner shell, 
exhibits two oxidation (valence) states, 
a plus one mercurous ion (Hg*, or 
more properly Hg.*~*) and the plus 
two mercuric ion (Hg? *). 

Aluminum in Group III would show 
a valence of plus three (Al***) and 
chemical combination with chlorine 
would give the compound aluminum 
chloride with the formula AICls. 

The mechanics of writing a formula 
are reduced to a knowledge of the num- 
ber of electrons (transferred or shared ) 
required in a chemical change. Oxida- 
tion states for reacting elements may 
be electropositive and electronegative. 
When the atom.gives up one or more 
electrons to attain the stable configura- 
tion of the corresponding inert gas 
element it will carry an electropositive 
charge. The charge on the atom will 
be electronegative when one or more 
electrons are added to complete the 
octet. Compound formation can result 
with the same element exhibiting in 
some instances a_ positive valence 





charge and, in other cases. a negative 
valence charge. It may be electrovalent 
or covalent depending upon the elec- 
tron affinity of the combining elements. 
For example. hydrogen will combine 
with many of the lighter elements. so 
that compounds of hydrogen with ele- 
ments in the second horizontal row of 
the periodic table can be shown. The 
number of valence electrons for each 
element are represented by dots: one 
for lithium in vertical row | and seven 
for fluorine in row VII. 
° 


Element Lie beg off ecg she se oe 
P 
Compound Ligh HgBegH HIBS! RAL rahe: wie wie 
WH 


Formla Lik BeH, BH, CHy, 3 H,0 HF 


This class of compounds is known 
as hydrides. When the hydrogen is 
combined with the more electropositive 
elements such as the metals lithium 
and beryllium, the electron is trans- 
ferred to the hydrogen. The hydrogen 
will then carry a charge of minus one 
(H~) and will assume the configura- 
tion of helium. The remaining elements 
(non-metals) indicated in the series 
are more electronegative and will share 
the electrons with hydrogen. forming 
covalent linkage. Because of the strong 
electronegativity of fluorine. it~ will 
tend to acquire, to a greater degree. the 
electron of the hydrogen in the com- 
pound hydrogen fluoride. HF. This 
greater ionic character will give the 
hydrogen a charge of plus one (H~). 
It should be mentioned that the hydride 
of beryllium is not easily prepared and 
that the hydride of boron exists as 
BH, (dimer! and not as ihe molecule. 

One additional factor to consider in 
writing formulas relates to the types 
of compound formed when water reacts 
with the oxides of metals and non- 
metals. For the oxides of meial ions 
with small positive charge. a class of 
compounds called bases will form, 
whereas the oxides of non-metals and 
metals of higher oxidation state will 
form a class of compounds known as 
acids. 

Bases: Na,O + H,0-— 2NaOH (sodium hydroxide) 
CaO + H,0— Ca(OH), (calcium hydroxide) 
Acids: CrOs + H,0— H.CrO, (chromic acid) 


CO, + H,0— H,CO; (carbonic acid) 
SO, + H.O— H,S0, (sulfuric acid) 


It will be observed that the com- 
pounds classified as bases contain an 
OH (hydroxyl) group. The term 
radical is used in referring to the be- 
havior of a group of elements in a 
molecule that resemble a single atom 
and remain as a unit in chemical 
changes. In the example of bases given, 
the hydroxyl (OH) radical acts as a 
non-metal, receiving the electron from 
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Table 1 
Valence Chart for Elements and Radicals 
J alence 1} 12 13 } 
lon H Cat + \l C 
Na Zn* > Fe (ferric) Si 
kK Cd* * Cr* Rh 
\g- Ba> > Rh > Pb ~ (plumbie ) 
Cu~ (cuprous) Cu* * (cupric) \u (auric) Sn ~ (stannic) 
\u~ (aurous) Sn** (stannous } 
(NH) * (ammonium) Ni* 
Co* 
ke* + (ferrous) 
Pb** (plumbous) 
Il alence —] 2 3 } 
lon Cl~ (chloride) O~ (oxide) (PO,)= (phosphate ) (P.O;) ( pyrophosphate ) 
(OH) ~ (hydroxyl) (CrO,> (chromate ) 
Fk (fluoride) S> (sulfide) (BO.)= (borate) 
(NO:)~ (nitrate) (Sik) > (fluosilicate ) 
(BF,)~ (fluoborate ) (COs) > (carbonate) 
(CN) ~ (cyanide) (SO,)~ (sulphate) 
the metal and assuming a_ negative Table Il Formulas 
charge. The hydroxyl ion (radical). : 
representative of bases. carries a ; ; 
I . : 4 Acids 3aCO.— barium carbonate 
charge (valence) of minus one (OH~ ). ; * 
HNO,—-nitrice acid Pbi BF,).—lead (plumbous) fluobor- 
In the same manner. acid radicals HBF ,—fluoboric acid ate 
act as non-metals and receive electrons HCN—hydrocyanic acid Cu( BF,) 2—copper (cupric) fluoborate 


from hydrogen. thereby assuming a 
negative charge. The charge on the 
acid radical will depend upon the num- 
ber of hydrogens with which it is com- 
bined. In the three examples given. 
each radical combines with two hydro- 
gen atoms. The two electrons are trans- 
ferred in each instance. leaving two 


hydrogen ions. H* hydrated 
H(H.0)> or H,0* a character- 


istic of acids. and the acid radical with 
a charge (valence) of minus two. The 
radical (CrO,) > is called the chromate 
ion: (SO,)> is called the sulfate ion: 
(CO.)> is called the carbonate ion. 
A radical (ion) that acts as a metal. 
carrying a charge of plus one, is called 
the ammonium ion (NH,)~*. A list in- 
dicating common valences of metals. 
non-metals and radicals (Table 1) may 
be used for writing formulas familiar 
in plating operations. Such formulas 
and the corresponding names of the 
compounds are shown in Table 2. 

The names of compounds formed 
with metals exhibiting variable val- 
ences are differentiated by using the 
sufix ous for the name of the com- 
pound with the lower valence of the 
metal, and the suffix ic for the name of 
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HCl—hydrochloric acid 
HF-—hydrofluoric acid 


H.CrO, 


chromic acid 


H.SikF,—fluosilicie acid 
H.SO,—sulphuric acid 
H.CO,—carbonie acid 
H:;PO,—phosphoric acid 
H.BO.— boric acid 

Bases 
NaOH—sodium hydroxide 


KOH—potassium hydroxide 
Ca(OH)» 
Ni(OH),» 
Fe(OH); 


calcium hydroxide 

nickel hydroxide 

iron (ferric) hydroxide 
Salts 

NaCN—sodium cyanide 

KCN—potassium cyanide 


AgCN—-silver cyanide 
CuCN—copper (cuprous) cyanide 
AuCN—gold (aurous) cyanide 


Zn(CN ) 
Cd( CN). 
Na»CO.—-sodium carbonate 

K.CO,—potassium carbonate 


zinc cyanide 
cadmium cyanide 


the compound with the higher valence 
of the metal. 


Au* > AuCl aurous (gold) chloride 
Au* * *— AuCl, auric (gold) chloride 
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PbSik\;—lead (plumbous) fluosilicate 
CuSO,—copper sulphate 
NiSO,—nickel sulphate 

SnSO,—tin (stannous) sulphate 


Rh.(SO,);—rhodium sulphate 
\a;PO,—sodium phosphate 
RhPO,—trhodium phosphate 
SnCl.—tin (stannous) chloride 


NiCl.—-nickel chloride 
NH,Cl—ammonium chloride 
\uCl,-—gold (auric) chloride 


PbCrO,—lead chromate 
Zn2P.20;—zine pyrophosphate 


Oxides 
CuO—copper (cupric) oxide 
\g.O—-silver oxide 
\u,0;—gold (auric) oxide 
ZnO—zinc oxide 
CdO--cadmium oxide 
Al.0.—-aluminum oxide 
SnO.—+tin (stannic) oxide 
SiO. silicon dioxide 
PbO.—1lead (plumbic) dioxide 


Hydrates 


A large number of compounds 
combine chemically with water to form 


a class of compounds known as hy- 
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Atomic Vo. atoms Total 
Klement Weight incompd Weight 
CuCN 
Cu 63.54 . l =. 63.54 
C 12.01 £54 12.01 
\ 14.008 & Ll = = 14.008 
Formula Weight = 89.558 


drates. The number of molecules of 
water so attached will vary with dif- 
ferent compounds and sometimes with 
the same compound. These molecules 
of water, which can usually be driven 
off by heating the compound to 100° C. 
or higher, are known as water of hy- 
dration or water of crystallization. 
Some examples of hydrates are as 
follows: 
SnClo2H.O0: NaSnOs3H.0: 
CuSO,5H.O: = NiCl.-6H.O: 
NiSO,6H.O0: = NiSO,7H.O: 
Na.CO. 10H.O. 


Formula Weight 


Formula weight refers to the sum 
of the weights of the atoms represent- 
ing the simplest formula of the com- 
pound. This formula is known as the 
empirical formula, as_ distinguished 
from the formula representing the 
molecular weight of a compound. The 
molecular weight of a compound can- 
not be determined unless the substance 
can be vaporized or a study made of 
its properties in solution. Acetylene, a 
formula 
C.H. and benzene, a liquid, is repre- 
formula C,yHy. The 


formulas represent the ratio of carbon 


gas, is represented by the 
sented by the 


and hydrogen atoms for the respective 
compounds in the vapor state. The 
empirical or formula for 
either compound would be CH. The 
formula weight, therefore, for the em- 
pirical formula CH would not dis- 


simplest 


tinguish between the molecular weights 
represented by their respective formu- 
las CoH. and C,H. 

Formula weights can be determined 
by referring to the atomic weights of 
the elements in atomic weight tables. 
The formula weights for copper cya- 
CuCN, and sulfuric acid, 
H.SO,, may be obtained by the method 
indicated in table 3. 


nide. 


Determination of Formula W eighi 
For most of the calculations required 
in daily plating operations, whole num- 
bers or figures worked out to the near- 
est first decimal place are sufficiently 
accurate. 
The weight of copper in the com- 
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Table Hl. Determination of Formula W eight 


f{tomic Vo. atoms Total 
Element Weight incompd Weight 
H.SO, 
H 1.008 & 2 2.016 
> 32.066 « 1 32.066 
O 16.00. Ye 64.00 


\ 


Formula Weight 98.082 


pound copper cyanide, CuCN, may be 
represented fractionally. 


Cu 63.54 
= 0.7095 


CuCN 89.558 


Since the formula for this compound 
does not change and, since the weights 
of the elements are constant, the value 
0.7095 represents the ratio of copper 
in the compound copper cyanide. The 
value. accordingly. remains constant 
and is called a factor. By using this fac- 
tor the weight of copper in any quan- 
tity of copper cyanide can be deter- 
mined. For example, 

| pound copper cyanide contains 

(1 & 0.7095) = 0.7095 Ib. Cu. 


5 pounds copper cyanide contain 
(5 < 0.7095) — 3.5 lbs. Cu 
100 pounds copper cyanide contain 
(100 x 0.7095) = 70.95 Ibs. Cu 


The weight of metal (or element) 
in a compound may also be expressed 
as per cent of metal (or element) in 
the compound. 

(CuCN) = 89.558 
sentaninil < 100 = 70.95% 
(Cu) = 63.4 


Hence: 
l lb. CuCN contains 
70.95 
(l x ) = 0.7095 lb. Cu 
LOO 
5 lbs. CuCN contain 
70.95 
(5x ) = 3.51 |b. Cu 
100 


The value obtained for a factor, it will 
be observed, when multiplied by 100 
will give the value in per cent (by 
weight) of the element in the com- 
pound. The application of this calcu- 
lation to tank control can be demon- 
strated by checking the values of a 
compound in a typical plating tank 
composition. A low cyanide bath shows 
the following values for copper cyanide. 


oz./gal.  g./L. 
Cuprous cyanide 3 22.5 
(Total Copper) 2.1 16 
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To check the value of metallic cop- 
per. in oz. gal. and g. |. represented 
in the formula. the methods introduced 
will be employed. 


Vethod (a): 
Copper factor in CuCN 0.7095 
3 0.7095 = 2.1 oz. gal. Copper 
22.5 « 0.7095 = 16 g. |. Copper 


Vethod (b): 


Per cent copper in CuCN = 70.95‘; 
LOO 
3 & = 2.1 oz. gal. Copper 
70.95 
100 
aa > = 16g. |. Copper 
70.95 


The complete mathematical expres- 
sion would be 


(Cu) ated 63.54 
3 
(CuCN) = 89.558 
= 2.1 oz. gal. Copper 
(Cu) = 63.54 
22.5 


(CuCN) = 89.558 
aeons 16 g. l. Copper 
A table in the 1955 edition of the 
METAL FINISHING GUIDEBOOK lists the 
percentage of metal in common plating 
salts. Some of the values are: 
Chemical % 
Formula = Metal 


Cul BF, ) ” 26.8 


Technical 
Name 
Copper fluoborate 
Copper sulfate (ic), 
crystal 


CuSO, 5H.O 25.5 


Chromic Acid CrO, 52.0 
Silver cyanide AgCN 80.5 
Nickel chloride, 

crystal NiCl.6H.O 24.7 


The same procedure may be em- 
ployed to determine the composition 
of a plating solution. If an analytical 
report for this same copper cyanide 
tank solution for which calculations 
were shown indicates. let us assume, 
the presence of 2.1 oz. gal. of copper, 
how many ounces per gallon of copper 
cyanide does the tank contain? 
Factor: 


Cu 
< 2.1 = os. ‘gel. 
CuCN 
copper cyanide 
Substituting: 


89.558 
— < 2.1 = 3.0 62. gal. 
63.54 


copper cyanide 
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METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 








Ormolu Metal 

Question: Recently | read in “Shop 
Problems” a recommended procedure 
for producing an “Ormolu” finish gold 
plate. I recollect that much of the 
good quality ware produced in the 
metal 
rather than a deposit. | would appre- 


old days used real Ormolu 
ciate information as to the composi- 
tion of this metal. 


L. M. 


Answer: Ormolu metal is a_gold- 


colored copper alloy consisting of 
approximately 583 parts copper, 167 
parts tin and 253 parts zine. A higher 
copper content results in a color which 


we would call “Roman Gold.” 


Removing Magnaflux Dye 
Question: We are having a difficult 
lime removing the dye or Magnaflux 
from the 
screws. We can remove same in ace- 


enclosed cadmium plated 
tone but, due to the danger of its use, 
we are looking for another method. 
Have you any other method which is 
cheaper and easier to do the job? 
: a 
Answer: The dye can be removed 
by a 15 minute soak in carbon tetra- 
chloride. If you have a solvent de- 
greaser, the stripping action of hot 
trichlorethylene may be more rapid. 
and more economical because the used 
solvent can be recovered. 


Stripping Gold from Silver 


good 


solution for stripping gold from sil- 


Question: Can you give us a 


ver? Our base metal is brass. silver 
plated and then gold plated. 
K. M. 


Answer: Gold can be removed from 
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silver with reverse current in a 10‘; 
solution of muriatic acid, operated at 
about 120 deg. F. The voltage should 
be kept low to avoid pitting of the 
brass base, should the silver deposit 
be defective on any part of the surface. 


Plating Over Nickel 
Question: We bright 


chromium plate our casserole serving 


nickel and 


frames that are manufactured of No. 3 
finish steel. From time to time we 


have rejects. 


We installed a copper plating rank 
to use prior to nickel and chrome plat- 
ing our rejects after removing chrome 
in the reverse cleaner tank. We go 
through our regular cleaning cycle 
but it keeps blistering at the copper 
flash tank. We cannot use muriatic 
acid because its fumes attack our No. 
3 finish steel parts. How can we over- 
come this blistering? 


M. M. F. 


Answer: \n order to plate on nickel 
without blistering it is necessary to 
use a nickel strike. The solution con- 
tains the following: 

Muriatic acid 1 pint ‘gal. 
Nickel chloride 2. Ibs. /gal. 
The strike is used at room tempera- 
ture and 6 volts. direct current for 
about o—l] 
carbon anodes. 


Nickel and 


stripped with reverse current in a so- 


minute with nickel or 


chromium can be 


lution of sulfuric acid at 50-55 deg. 
Baume. This is equivalent to about 
3 gallons of acid to 2 gallons of water. 


Anodizing Aluminum 


Question: | enjoy reading METAL 
FINISHING each month and would ap- 
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answer to a 


preciate 


receiving an 
problem we are encountering in ano- 
dizing aluminum, using the chromic 
acid process. 


. 


Periodically, parts are “eaten” dur- 
ing the anodizing cycle. An excellent 
example was with small motion pro- 
jector pullevs manufactured from 52 
S bar stock. 


pulleys were racked using 2SO alumi- 


A large group of the 


When the pulleys were 
taken from the bath approximately 
were attacked. The attack 
varied from small areas on individual 


num wire. 
one-third 


pulleys which were stained a golden 
color to some of the pulleys being 
partially consumed. We would appre- 
ciate information on the cause and 
remedy of the above problem. Inci- 
dentally, who usually pays for the 
ruined parts; the shop which accepted 
the work or the manufacturer who 
submitted the parts for anodizing? 


J.L. W. 


Answer: Assuming voltage and 
temperature are correct. corrosion of 
aluminum in the chromic acid ano- 
dizing solution might be due to chlor- 
ides in the solution or to segregation 
of the magnesium or chromium in the 
aluminum alloy. A job plater would 
be responsible for the former and the 
manufacturer for the latter but this. 
of course. would be subject to the con- 


ditions of acceptance of the contract. 


Chromic Anodizing Specifications 


Question: Please send us informa- 
tion on the chromic acid anodizing of 
aluminum and aluminum alloys, com- 
position of solution and government 
finishing specifications. At present we 
are using chromic acid anodizing from 
the METAL FINISHING GUIDEBOOK. 

Composition of solution: chromic 
acid 8% or 10.7 oz./gal.. sulfuric 
acid .0670 oz./gal.. sodium chloride 
0268 oz./gal. We do not have any 
trouble with this formula. and are do- 


ing the job well but we want to com- 
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ply with the government — finishing 
specifications. 

At what percentage is the sulfuric 
acid and the sodium chloride ? We 
would appreciate it very much if you 
would forward this information to us. 


Y.K. 


{nswer: The section on anodizing 
in the 1955 edition of the METAL FInN- 
ISHING GUIDEBOOK, page 426, covers 
both industrial and government re- 
quirements. Specifications call for not 
e. |. sodium chloride 


more than 0.2 g 


and 0.5 g. |. sulfuric acid in the solu- 
tion, which is exactly equivalent io 
your present composition, The chromic 
should be = 5-10 


(6.7-13.4 oz. gal.). 


acid content 


On page 487 of the above book you 
will find a list of applicable govern- 
ment specifications which you can ob- 
tain from the Air Force. 


Dull Nickel Finish 


Question: We are endeavoring to 
obtain a dull white matte nickel finish. 
We are presently employing a conven- 
tional “Watts” type nickel solution 
with no additions for brightening. The 
resultant finish is somewhat of a semi- 
bright nature. This is unsatisfactory 
for our purpose, and if there is some 
method of dulling the brass parts prior 
to plating. or an addition of another 
constituent that may give us a dull 
matte finish. we would appreciate your 
advising us or making recommenda- 
tions accordingly. 

¥. Fs S. 

Answer: A semi-bright deposit from 
a Watts type nickel solution is an 
indication of contamination. The solu- 
tion should be carbon treated and 
electrolyzed to obtain a dull white 
color. The brass can be dulled by 
abrasive blasting or by etching in a 
solution of equal volumes of 40 deg. 
ferric chloride and muriatic acid, fol- 
lowed by a quick dip in a dichromate 
type bright dip to clean up the surface. 


Bright Copper and Brass 

Question: Please send me any in- 
formation that you have on very 
bright brass and copper plating. There 
appears to be something new which is 
brighter than the brass which we have 
been doing in the past. 

A. U. 

Answer: There are a number of 
high-speed. bright copper plating solu- 
tions on the market. These are de- 
scribed on pages 254-5 of the 1955 
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edition of the METAL FINISHIN GUIDE- 
Book, and a list of suppliers will be 
found on page 546. 

The very bright brass finish which 
has been appearing on the market re- 
cently is a flash plate of about 1-2 
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Like Athos, Porthos and Aramis of Dumas’ imagina- 
tion, these three Lea Musketeers for years have fought 
the battle for economical and quality surface finish- 
ing. They’ve taken on all comers. Whether for the 
final finish or intermediate preparation for plating, 
one or more of these compounds can be found in 
most plants where low overall finishing costs com- 
bined with quality finishing are the objectives. 


@ LEA COMPOUND is industry's pioneering greaseless 
composition. Introduced in the 20's, it’s the leader today 
and is available in many kinds and sizes of abrasive grains. 
It's the ideal composition for producing satin finishes or for 
flexible polishing and burring on stainless as well as silver, 
brass, aluminum and other non-ferrous products. 


@ LEAROK complements LEA Compound. It’s industry's 
pioneering and today’s leading ‘no-free-grease”’ composi- 
tion. With no tendency to pack, therefore clean, it long ago 


Burring, Buffing, Polish- 
ing, Lapping, Plating 
and Spray Finishing 
Manufacturers and Spe 
cialists in the Develop- 
ment of Production 
Methods, Equipment 
and Compositions 
Manufacturers _of Lea 
Compound and Learok 

Industry's quality 
buffing and polishing 
compounds for over 30 
years 


proved a boon to plants finishing articles with crevices 
and contours. 


@ LEA LIQUABRADE ... a post-war development by the 
Lea Technical Staff, is fast establishing its superiority and 
preference in many plants, particularly where production 
line automatic methods of finishing are set up. Stable, non- 
settling, completely non-flammable and non-explosive, it is 
being bought by many large companies in trailer lots. Like 
the other Lea compositions, LI\QUABRADE comes in a wide 
variety of types and sizes of abrasive grains. 


While this particular message 

is on these three outstanding 

Lea Finishing Compositions, 

don’t forget Lea Technical Serv- Vhe 
ice. We’re at your service in 
connection with any surface 
finishing problem you may 
have. We have complete lab- 
oratory facilities to do any 
necessary test work. We can 
help correct wrong methods Siding Velihing teftite 
now being used and help start i bering 6 
you out right on new products. A 


LEA GROUP 


serving the Finishing Field 


The Lea Mfg. Co., Waterbury, Conn 
Lea-Michigan, Inc., Detroit 

Lea-Ronal, Inc., Jamaica, N. Y 

Lea Mfg. Co., of Canada, Toronto 


THE LEA MANUFACTURING CO. 
16 CHERRY AVE., WATERBURY 20, CONN. 




















SUPERTARTRAL, industry's proved re- 
placement for Rochelle Salts and Potassium 
Tartrate in any cyanide copper plating opera- 


tion, offers the following advantages: 


SUPERIOR Anode Corrosion, making maximum use 
of plating metal. 


SUPERIOR Tolerance to numerous metallic impurities 


such as Chromium, Calcium, Barium, Magnesium, etc. 


SUPERIOR Deposits with less tendency for rough- 


ness, caused by metallic impurities such as might be 
introduced with hard water. 


SUPERIOR Cost Savings when used at recom- 
mended concentration; where operating characteristics 
of standard and bright baths utilize Rochelle Salts at 
6 oz. gal., SUPERTARTRAL offers 20% savings over 
Rochelle Salts and 23% saving over Potassium Tartrate. 


SUPERIOR Cyanide Stability . . . Lea-Ronal SUPER- 


TARTRAL reduces cyanide breakdown with its resultant 
carbonate formation. 


— 


Ve 


LEA GROUP 
serving the Finishing Field 


Lea-Ronal, Inc., Jamaica, N. Y. 
Lea-Michigan, Inc., Detroit 


. SUPERTARTRAL. 


..- looking for improved 





* 
results from 
Quot \ your cyanide copper solution’ 
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SUPERTARTRAL has been thoroughly and successfully productior 
tested in still tank and barrel installations of conventional and bright 


cyanide copper processes, including the widely used Lea-Ronal Brighi 
Copper Process. 


LEA-RONAL Products are the result of careful research and devel: 


opment which guarantees that they are not put on the market until ready 


Your constant search for improving plating operations and for lower- 
ing costs, warrants thorough investigation and trial of LEA-RONA! 





The Lea Mfg. Co., Waterbury, Conn. ote - ; 
Lea Mfg. Co., of Canada, Toronto es ' e 
Plating Polishing Buffing 
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| Patents 
RECENTLY GRANTED PATENTS 
IN THE METAL FINISHING FIELD 


Buffing Wheel 


lL. S. Patent 2.699.632. Jan. 18. 1955. 
G. A. Lyon. 


As an article of manufacture. a sur- 
face-treating wheel comprising a cup 
shaped supporting member including 
a peripheral flange like wall about a 
backing having a surface inside the 
wall of irregular shape conforming 
generally to that of the contour of an 
object to be treated, a continuous strip 
of treating material of uniform width 
coiled edgewise on said surface from 
the center outwardly toward said peri- 
pheral wall and secured in coil form 
on said surface so that the outer oper- 
ative face of the strip conforms gener- 
ally to the shape of said surface. said 
peripheral wall having an inwardly 
projecting annular flange for overlap- 
ping an outer turn of the coil strip to 
assist in holding the coiled strip on 
said surface. 


Abrasive Wheel 


U.S. Patent 2.700.257. Jan. 25. 1955. 
M. E. Landau. 


In a finishing wheel employing an 
annular supporting frame adapted for 
mounting on a power driven shaft for 
rotation therewith. a conforming rim 
assembly comprising equal elongated 
arcuate weight members with the ends 
thereof in abutting relation to form a 
ring circumferentially arranged on 
said frame, said rim having not more 
than three arcuate rim members for 
wheels up to twelve inches in diameter 
and not more than six such rim mem- 
bers in the rim for wheels of larger 
diameters. the purpose of so dividing 
the rim being to permit the rim to ex- 
pand and contract during rotation of 
the wheel and by so minimizing the 
number of divisions in the rim to re- 
tain sufficient mass in each rim mem- 
ber to utilize the resulting concentra- 
tion of weight therein for enhancing 
the force thereof from centrifugal ac- 
tion during rotation to properly sup- 
port an abrasive band carried on said 
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rim, connector pins having their ends 
loosely fitted in openings in the con- 
fronting ends of adjacent rim mem- 
bers and being adapted to adjust freely 
in said openings as the rim members 
move outward and inward during ro- 
tation for aligning and uniting the rim 
members in their movement to thereby 
control and consolidate the members 
to act as a unitary rim to derive the 
cumulative effect of the total weight 
and force under centrifugal action dur- 
ing rotation. 


Gas Plating 
U.S. Patent 2.700.365. Jan. 25, 1955. 
P. Pawlyk, assignor to The Common- 
wealth Engineering Co. of Ohio. 


Apparatus for the metallic plating 
of heat conductive objects by pyroly- 
sis of metal-bearing gaseous com- 
pounds, comprising an envelope of 
heat insulating material having means 
therein to support an object to be 
plated, a gas carrying member of heat 
insulating material mounted internally 
of said envelope in spaced relation 
with said support means, said member 
having apertures therein facing to- 
wards said support means, means to 
maintain the envelope cool. and means 
positioned outside of said envelope for 
inductively heating a heat conductive 
workpiece when mounted on said sup- 
port means. 


Solvent Degreaser 


U.S. Patent 2.700.645. Jan. 25. 1955. 
a & Detrex 


Kearney. 


assignor to 


Corp. 


In a degreasing apparatus for use in 
treating with solvents such as trichlor- 
ethylene, a horizontally elongate quad- 
rangular housing having continuous. 
straight, interiorly-unobstructed side 
walls, end walls and bottom; a trans- 
verse vertical partition extending part 
way up within the housing from the 
bottom adjacent one end of the hous- 
ing; a tray-like horizontal partition 
extending between the top of the verti- 


1955 


cal partition to said end wall and from 


side wall to side wall and a roof por- 
tion extending inward from said end 
wall above the horizontal partition and 
terminating in the plane of the vertical 
partition, with resultant setting apart 
within the housing. an open top sol- 
vent evaporation tank into which work 
to be cleaned is introduced from above, 
a smaller solvent storage reservoir be- 
neath the horizontal partition, and an 
offset above the horizontal partition in 
full communication with the evapora- 
tion chamber and positioned substan- 
tially below the top of the ev aporation 
tank: a solvent overflow outlet from 
the storage reservoir to the evapora- 
tion tank; heating means for boiling 
tank: 
through which coolant is passed eXx- 


the solvent in the a packet 
tending perimetrically about the hous- 
ing medially of the height of the offset 
aforesaid for maintaining a top limit 
level for the vapor released from the 
hot solvent in the tank: a horizontally 
arranged helical condenser coil extend- 
ing crosswise of the housing from side 
to side in the offset aforesaid at an 
elevation corresponding to that of the 
jacket through which coolant is cir- 
culated: and means for conducting the 
condensate released from the condenser 
coil and collected by the tray-like hori- 
zontal partition for return to the stor- 
age reservoir. 
Hot Galvanizing 

U. S. Patent 2.701.194. Feb. 1, 1955. 
H.C. Deterding. 


The method of 


metal and zine base alloy from a zinc 


recovering zinc 


dross con'a ning zinc metal, zine base 
alloys and oxides of metals present in 
said zine base alloys. which comprises 
agitating said dross in a molten state 
at a temperature of around 900°F. 
with an admixture of a flux composi- 
tion consisting essentially of a mixture 
of from 40 to 55‘« of calcium chloride, 
from 25 to 45% of barium chloride, 


a sufficient amount of sodium chloride 


67 














White glove test proves K-8 cleans deep—removes smut 


SMUT KEEPS REJECTS HIGH in 
many plating shops. But the toughest 
impacted soils and smut are no match 
for new Pennsalt Electrocleaner K-8. 
Where other cleaners fail, K-8 gives 
consistently brilliant results—cuts 
rejects to the bone, eliminates costly 
extra buffing, prevents roughness and 
dulling of the plate. 


Pennsalt Electrocleaner K-8 is a 
highly conductive alkaline detergent; 
it lets maximum current flow at 
eeonomical voltages. Here is a new 


concept of synergistic surface-active 
agents that work equally well on 
steel or copper. 

Call your nearest Pennsalt service 
man for an interesting demonstration 
of K-8. Or write about your toughest 
metal cleaning problem to Metal 
Processing Department, Pennsylvania 
Salt Manufacturing Company. 
EAST: Three Penn Center Plaza, 
Phila. 2, Pa.; WEST: Woolsey 
Building, 2168 Shattuck Avenue, 
Berkeley 4, California. 


Sf& US AT BOOTH 1272—METAL SHOW—PHILADELPHIA 
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THE PENNSALT "SUPER-CYCLE” (with K-8)— 
A BETTER START FOR YOUR FINISH 


Last word in surface preparation 
for electroplating is the Pennsalt 
‘‘Super-cycle,’’ a three-stage process: 
Pennsalt Cleaner 36, a new and power- 
ful soak cleaner; K-8 as electrocleaner; 
and Pennsalt PM-90, a balanced 
inhibited-acid cleaner which brings 
down pickling costs while improving 
brightness. Call or write for details. 


Pennsalt 
Chemicals 
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When a fellow (plater) 
needs a helping hand... 
he'll find it here 





Pennsalt now provides direct local distri- 
bution in many areas in addition to their 
large staff of sales-service men and technical 
service engineers. The exclusive Pennsalt 
distributors listed below offer you qualified 
service on Pennsalt Cleaners p/us prompt 
delivery of materials from Jocal warehouse 
stocks, in these areas: 


NEW ENGLAND-POUGHKEEPSIE-ALBANY 
Chemical Corporation 
54 Waltham Avenue 
Springfield 9, Mass. 





BUFFALO-ERIE 
W. M. Fotheringham Co. 
975-981 Niagara Street 
Buffalo 13, New York 
CLEVELAND-AKRON-Y OUNGSTOWN 
General Supply Co. 
5317 St. Clair Avenue 
Cleveland 3, Ohio 


BALTIMORE, MARYLAND 
Hughes Chemical Co. 
1411 Fleet Street 








READING-PHILADELPHIA-DELAWARE 
Textile Chemical Co. 
Second & Spruce Sts. 
Reading, Pennsylvania 





CHICAGO, ILLINOIS 
Joseph Turner Company 
435 N. Michigan Ave. 


WISCONSIN-ROCKFORD-TWIN CITY 
J. H. Schneider Co. 
4858 N. Berkeley Bivd. 
Whitefish Bay, Wisconsin 








Contact your local distributor directly, or 
write: Metal Processing Department, 
Pennsylvania Salt Mfg. Co., Three Penn 
Center Plaza, Philadelphia 2, Pa. 
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to make a total of 100°. . and a sufli- 
cient amount of an alkaline earth metal 
fluoride selected from the group con- 


sisting of calcium. strontium and bar- 
ium fluorides to be stoichiometrically 
equivalent to between | and 5‘- cal- 
cium fluoride by weight of said mix- 
tures. continuing such agitation until 
a substantial separation of molten zine 
metal and zine base alloys from the 
metallic oxides has been effected, with 
the metallic oxides held in suspension 
in said flux on top of said molten zine 
metal and zine base alloys. and skim- 
ming off said flux-metallic oxide sus- 
pension to recover zinc and zine base 
alloys substantially free from metallic 
oxides, 


Abrasive Pad 


U. S. Patent 2.700.852. Feb. 1. 
A. Field. 


1955. 


An abrading implement, comprising 
a first strip of abrasive coated flexible 
material folded upon itself to form a 
plurality of plies, a second strip of like 
material in enfolding relation to the 
first said strip and having on its one 
end a tongue received between the 
plies of said first strip, and means for 
holding 


folded condition to define a pad. 


said strips in assembled. 


Vitreous Enameling 
U. S. Patent 2,701,214. Feb. 1, 1955. 


C. Velonis and W. Karp, assignors to 
Graphire Corp. 


A method of forming on a vitreous 
metal character 
raised substantially above the plane of 


surface a_ precious 
the vitreous surface to give the appear- 
ance of a glossy solid precious metal 
character attached to said surface con- 
printing the 
through a screen onto the surface with 


sisting of character 
a paste comprising a ceramic flux hav- 
ing a volatile binder, firing the flux 
at a temperature equal to the matura- 
tion point of the flux but below the 
softening point of the vitreous surface 
thus forming a smoothed 
raised substantially 
the plane of the vitreous surface. coat- 


surfaced 
character above 
ing the raised characters so formed by 
printing over the raised portions there. 
of with a screen having identical print- 
ing areas as the first screen and with 
said areas in exact register with said 
raised character with a precious metal 
composition in colloidal suspension in 
a heat dispersible binder and firing the 


metal composition at a temperature be- 


93s 





low the maturation point of the flux. 
but of sufficient heat to cause matura- 
tion and adhesion of the applied preci 
ous metal compound to the previously 
formed raised character to produce an 
article hav'ng glossy smooth raised 
characters of coated metal extending 
above the plane of said surface. 


Bright Copper Bath 


U.S. Patent 2.701.234. Feb. 1. 
C.F; 


L955. 
Wernlund, assignor to FE. 1. du 
Pont de Nemours & Co. 


The process for electroplating Cop- 
per which comprises electrodepositing 
copper from a copper cyanide plating 
free 


from thiocyanate and selenocyanide 


solution which is substantially 


ions and which contains a selenium 


compound selected from the group 
consisting of the water soluble selen- 
ates and selenites. in concentration 
equivalent to 0.005 to 0.5 grams per 
liter of elemental selenium and 0.025 
to 50 grams per liter of an alkali metal 
salt of methylene-bis (a-naphthalene 
sulfonic acid), while periodically re- 
versing the electroplating current in 
such manner that in each cycle of cur- 
rent alternation the cathodic current 
time is not less than about 15 seconds 
nor more than about 150 seconds and 
the anodic current time and current 
density is such that the cathodic cur- 
rent exceeds the anodic current by at 
least 10‘. and the anodic current time 
is at least 2 seconds, with solution agi- 
tation equivalent to a flow of electro- 
lyte across the cathode surface at a 
velocity of about 10 to 1.000 feet per 
minute. 


Chromium Bath 


U.S. Patent 2.704.273. Mar. 15, 1955. 
T. Yoshida. 


A process for the electrodeposition 
of metallic chromium which comprises 
causing electrodeposition of metallic 
chromium from an electrolytic bath 
consisting of an aqueous solution con- 
taining per liter 41 to 73 grams tri- 
valent chromium, 180 to 264 grams 
free urea, 90 to 123 grams of a sub- 
stance selected from the group con- 
sisting of ammonium, ammonium and 
and sodium. 


potassium, ammonium 


and ammonium, potassium and _ so- 
dium. the amount of potassium and 
sodium, when included, aot exceeding 
55 grams. and sulphate radical in an 
stoichiometrically 


amount at least 


equivalent to the amount of ammon- 
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with this Deming Centrifugal Pump 


Optional features of this standard Deming pump offer the 
advantages of a “special” pump at minimum cost. 


Separate liquid end of pump can be made of proper metal 
to meet special requirements without change of power end. 


Two ball bearings supporting the shaft are mounted in a 
heavy-duty support head. Bearings are not affected by 
liquid being pumped. 


Rigid support for liquid end of pump is assured by heavy, 
rugged construction of power end. 


Easy regulation of capacity and head, and adjustment for 
impeller wear can be made even while pump is operating. 


Four-piece liquid end assembly permits easy service and 
maintenance. 


Semi-open, three-vane, non-clogging type of impeller 
gives effective wear resistance in all types of service. 


Stuffing box or mechanical seal construction tailored to 
the specific application. 


Pumps range from 1 to 5-inch discharge size with capacities 
from 10 through 1,000 gallons per minute. 


Send for Illustrated Bulletin No. 4011 













(RELL pha. 


THE DEMING COMPANY 


567 BROADWAY «+ SALEM, OHIO 


Please send free copy of BULLETIN NO. 4011. 
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ium radical, potassium and sodium 
when included, and trivalent chro- 
mium, said solution having been aged 
at a constant electrolytic temperature 
to cause an equilibrium in the state 
of the complex ions in the solution at 
the temperature of electrolysis. said 
temperature being between 25° and 
559°C., with an anode consisting of 
4 to 12% tin, 1 to 10‘ silver. 0.1 to 
2.5'« cobalt and the balance lead. 
Gas Plating 
U.S. Patent 2,704,727. Mar. 22. 1955. 
P. Pawlyk, assignor to The Common- 
wealth Engineering Co. of Ohio. 


The method of gas plating on an 
object which method comprises: heat- 
ing an object to a decomposition tem- 
perature for metal bearing vapors in 
a plating zone, heating a thermally 
decomposable — metal-bearing — com- 
pound in a substantially enclosed spac- 
ing to a temperature sufficient to pro- 
duce vapors of the compound and in- 
sufficient to effect decomposition of 
the compound, separately heating a 
carrier gas to a temperature which is 
substantially that of the compound 
and its vapors and then flowing the 
heated carrier gas into contact with 
said heated metal-bearing compound 
and vapors in the spacing to produce 
a heated mixture of carrier-gas borne 
metal bearing vapors. and flowing the 
resultant mixture of gases to the plat- 
ing zone into contact with the heated 
object to be plated. 


Corrosion Preventive 

U.S. Patent 2.704.264. Mar. 15, 1955. 
J. M. Michel and K. F. Hager, assign- 
ors to the United States of America. 

The process of protecting a metal 
surface against corrosion which com- 
prises applying to said surface a solu- 
tion comprising a major proportion 
of a liquid hydrocarbon and a minor 
proportion of octadecyl sulfamido 
acetic acid sodium salt. 


Hot Galvanizing 
U. S. Patent 2.703.766. Mar. 8. 1955. 
O. B. Ellis and K. Oganowski. assign- 
ors to Armco Steel Corp. 


A process of continuously galvaniz- 
ing ferrous strip which comprises pass- 
ing the cleaned ferrous strip through 
a zinc bath containing substantiafly 
12% to 30% of lead and substanti- 
ally .04% to 35‘ of aluminum, the 
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immersion time in the said bath being 
less than about 6 seconds, the strip 
speed being greater than about 80 feet 
per minute. 


Anodizing Aluminum 


U.S. Patent 2.703.78 Mar. 8, 1955. 
I. H. Hesch, assignor to Kaiser Alumi- 
num & Chemical Corp. 


\ process for the formation of a 


clear non-iridescent protective oxide 
coating on aluminum and aluminum 
hase alloys comprising anodically coat- 
ing the metal surface in an electrolyte 
of from about 


15 to about 40°, by weight phosphoric 


consisting essentially 


acid and from about 2 to about 10‘: 
hy weight sulfuric acid, balance sub- 
stantially water. 


ABSTRACTS 





The following papers were read 
at a meeting, held October 1954, 
of the Forschungsgesellschaft 
Blechverarbeitung (German Sheet 
Research Institute) in conjunction 
with the Forschungsinstitut fuer 
Edelmetalle (Research Institute 
for Noble Metals). 


Practical Considerations of 
Immersion Buffing and Polishing 
Techniques 
By Dr. Ing. Wellner 


The author first described the con- 
struction of the immersion buffing and 
polishing machine which has been 
brought to the stage of commercial 
application by prolonged development 
work on the part of the German 
Wuertt. Metallwarenfabrik Geislingen 
and is now marketed by the German 
firm Hahn uid Kolb, Stuttgart. The 
machine consists of a large buffing o1 
polishing drum which has a diameter 
of about 10 feet with a height of 


about 2 ft. The objects which are to 





New efficiency in plating brighteners 


Cadmium and zinc plating need not be dull and frosty. 
With Cadmax and Zimax, new brighteners distributed 
exclusively by Federated, cadmium and zinc plated parts 
are glossy and smooth. 


These new Federated brighteners provide maximum 
throwing power, maximum coverage, maximum allow- 
able current density, maximum brilliance and maximum 
luster. Zimax brighteners are available in both liquid and 
powder forms; Cadmax is available in liquid form only. 


Ask your nearest Federated distributor to show you what 
Cadmax and Zimax will do. Or fill in the coupon below 
and we'll have a Federated sales engineer call on you 
from the nearest of our 13 plants and 23 sales offices. 


Sedevited Wille 


DIVISION OF AMERICAN SMELTING AND REFINING COMPANY 
120 BROADWAY, NEW YORK 5, N. Y. 
In Canada: Federated Metals Canada, Ltd., Toronto and Montreal 


Aluminum, Magnesium, Babbitts, Brass, Bronze, Anodes, Zinc Dust, 
Die Casting Metals, Lead and Lead Products, Solders, Type Metals 
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be buffed or polished are held on | I 
arms, either magnetically or by vac- | want to hesenaed —— about Codmax and Zimax, your | 
uum, at four loading ‘oti eae" } new cadmium and zinc plating brighteners. Please have j 
these arms can be dipped into the | inate | 
processing drum. The drum is rotated | | : 
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MEET “LITTLE STEVE,” A NEW, SPACE SAVING, LOW COST 
AUTOMATIC PLATING AND IMMERSION PROCESSING MACHINE 


Here's What “Little Steve” Can Do 










} : 
ELECTROPLATING 
- ANODIZING 
BLACK JAPANNING 
ENAMELING 
ELECTROTYPE PLATING 
PLASTIC COATINGS 
HARD CHROME PLATING 
PHOSPHATE COATINGS 





UP TO 40,000 PIECES PER DAY 
540 RACKS PER HOUR 
Yes, this new immersion processing machine by Stevens can process 


up to 40,000 pieces per day — and it has a variety of other uses too. 


Ruggedly built “LITTLE STEVE,” the hit of the 4th Industrial 


Finishing Exposition, can be obtained at a surprisingly low initial 


A single part can be placed on each car- 


ie iy ~ ae mage use ia te Maatealinn ahh 
cost. It is ideal for large or small companies for it will fit many ae dati: ak anions adi ain ee cae 


or racks of numerous parts can be used. 


production cycles. It uses an arm as a rack or will take racks 
for small parts. 


Being of small size it offers no floor space or load problems; involves 
low solution expense and means a small capital investment. It can 


be used easily as a laboratory testing machine. 


For further information about “LITTLE STEVE” write for illus- 


trated folder or call your local Stevens sales engineer. 





If a larger production model is desired 
the ‘Sgt. Steve’’ unit, using the same 
basic design, will provide the answer. 
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FOUNDRY GRINDING BLAST BARREL METAL POLISHING & AUTOMATIC AUTOMATIC METAL 
FACINGS OPERATIONS FINISHING TUMBLING CLEANING BUFFING FINISHING PLATING — RECLAMATION § 





Metal Finishing equipment and supplies from castings or stampings to finished product. 
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CUSTOMERS DEMAND AND GET MORE 
“CUT” IN COMPOSITIONS 


: by D. J. Swaninger 
1 Sales Manager— Stevens Compositions 






, Fast cutting grades of compositions 
’ are more and more in demand. That 
is why Frederic B. Stevens, Inc. has 
developed several new compositions that have met 
with enthusiastic approval by our customers. 

Stevens 5-L Liquid Tripoli is fast cutting and the 
color obtained is excellent. This composition is 
formulated with a wheel adhering medium-heavy 
viscosity of 30,000-40,000 centipoises. 

Two other Stevens compositions on the “Hit 
Parade” are Stevens 4-L 
Liquid Nickel Buffing 
Composition and Stevens 
4-L Liquid Die Cast Trip- 
oli. The increasing number 
of new customers is indic- 
ative of the success of 
these Stevens products. 
In many cases 4-L Liquid 
Nickel Buffing Compound is supplanting cake lime. 
It does an excellent cut and coloring job on nickel 
plate. 4-L fits nicely into the ever-growing demand 
for die-casting finishing. 

For special size machine cake applications on 
any non-ferrous metal Stevens 44 Tripoli is our 
latest offering. It has a strong texture and a medi- 
um-high melting point. It has more cut, along 











with excellent coloring. Better still, the price is 
right. Repeat orders from big customers tell the 
story. 

For final coloring of brass we recently introduced 
new Stevens 482 white rouge. It gives equal 
coloring results of red rouge but, of course, has 
the advantage of eliminating the discoloration of 
shop and clothing. 

With new model products of every kind high in 
use of decorative trim and hardware—with the 
increasing use of zinc and aluminum die castings 
as well as stainless steel—manufacturers are 
searching for new, better and faster finishing 
compositions. If you have a finishing problem why 
not let us make recommendations after an L.V.* 
Report. No obligation, of course. Write today for 
further details. 

* Laboratory Verified 
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and oil. Other 


pumice mixtures can 
also be used. 

By virtue of the centrifugal force. 
the buffing mixture is impelled to the 
outside edge of the drum. The four 


arms dip into this and the buffing 
compound impinges with considerable 
velocity the of the 
because of the centrifugal 
the 
brought into a_ relatively densely 
packed condition. Both of these effects 
result in an astonishingly 


on surface parts. 
In addition. 
medium is 


acceleration. buffing 


low bufling 
', it was stated that 
for scissor and shear blades. the coarse 
buffing time for the 


front forks. 3¢ 


time. As an example 


is 40 seconds and, 
cross pieces of bicycle 
seconds. 

An important problem as regards 
the of the 


commercial feasibility pro- 
cess is the erosion of the arms. It is 
clear that with the process, it is not 


possible to work out pores and coarse 
defects: 
first 
advantages of 


surface casting seams must 


also be removed mechanically. 
The the 


buffing and grinding process are: 


immersion 


1. An enormously rapid finishing 
speed Pf 
2. Only unskilled labor is neces- 


sary to operate the machine; 
3. The consumption of buffing or 


grinding medium is very low. The 
mixture can be regenerated for new 
use; 


4. Manifold application possibili- 
ties, particularly for parts which need 
to be buffed on one side. 

5. Polishing processes can also be 
conducted on the same machine. 

In erder to obtain a surface finish 
the 
objects are revolved if necessary dur- 
the process. The in 
traversing of the holding 
which is affected hydraulically, 
requires about 5 seconds. Particularly 


which is as uniform as _ possible, 


ing buffing and 


out ware 


arms, 


suitable for treating in the machine 
are parts such as hub caps, flat-iron 
covers, reflectors, ete. 

The power absorbed driving the 


50 kw.. 
development of 


machine, amounting to repre- 


sents a considerable 


heat. By cooling. the temperature is 


maintained within permissible limits. 


The question was raised that. with 
some samples, an “orange-peel” effect 


had been obtained. The author replied 
that, speaking generally, this was not 
the the operation of the 
machine. Up to now, five installations 
of these have 
and are working to the complete sat- 
isfaction of the users. 


case with 


machines been made 
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Belt Polishing Techniques 
By Obering Schleppi 
The 


not be 


should 
as a universal buff- 
the 


not possible in 


contact wheel method 
considered 


for 


method is 


ing method, 
this 


case. It is 


applicability of 
every 
much more correct’ prac- 
tice if. in a modern buffing and _pol- 
ishing shop, all present day processes 
installed. It 


sary to ascertain from practical eX- 


are is accordingly neces- 


perience the cases which the adop 
tion of contact wheel methods can be 
of advantage. Some guidance in this 
direction can be given as follows: 

l. The belt polishing procedure is 


much simpler than that of wheel buff- 
unskilled labor 
ployed to a considerable extent. 


2. Increased output from the buff- 


ing. Thus. can be em- 


ing operator should be possible. 
3. Saving in 
often capable 
1. The 


ferrous 


working stages art 
of achievement. 

polishing times with non- 
metals can be shortened if 
the operation is performed with a belt 


instead of on the wheel. 


The process is very suitable for non- 
profiled parts and also for parts drawn 
thin the 


designated as 


where surface 


still be 


from sheet 
qualities may 
good. 


consideration needs to be 
belts as these 
greatly to the results obtained 
the Naturally the 
the contact wheel is of great import- 
The best 
with hard contact wheels. 


Careful 
given to the contribute 
with 
process. choice of 


ance. results are obtained 


The actual 
choice of contact wheel must conform 


to the actual part being treated. If 
very soft contact wheels are chosen 
then, naturally, no sharpening effect 
of the emery can be expected. The 


grain. in addition, will press too deep 
ly into a soft contact wheel. 


To some extent. success with this 
process will depend on the quality 
characteristics of the metal part. The 


example is quoted of auto bumper bars 
which are buffed as standard practice 
in the U.S.A. The 
results which have been ob- 


on an endless belt. 
negative 
tained Europe with the application 
of this method to auto bumper bars 
can be ascribed to the poor qualities 
of the rolled sheet used. 
sheet 


The American 
better surface 
with U. S. 


practice, final finish specifications are 


has considerably 
qualities. In addition. 
not so rigid as in Europe. It is usual 
to apply thicker plated coatings in the 
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Impurities — primary cause of pitting, 


spotting, rejected finished work — are posi- 
tively eliminated by the Alsop “Sealed- 
Disc” Filter. That’s because they’re de- 
signed for Platers to meet plating room 
requirements. That's why they're compact, 
portable, smaller than conventional filters— 
save valuable space — yet capable of han- 
dling equal volumes of solutions. 


Simplicity of design cuts operating time 
and labor means savings for you. Check 
its many additional proved performance 
features and know why more platers depend 
on “Sealed-Disc” Filters. Ask your regular 
plating supplier — or write for details. 

















o Rejects 


NO pitting, spotting, 
or reworking .....- 





“‘Sealed-Disc”’ Filters remove more 
impurities with less effort and in 
less time. Use it on your acid dips, 
cleaners, and solvents too. 


Foulline Flbsdlien 





periodic reverse. gives a smoothing 
down in the plating bath. These fac- 
tors all add up. 


Study of the buffing process by the 


—d itl Sy | 
ENGINEERING CORPORATION //RS7T STEP IN CUTTING COSTS | 
1010 BRIGHT STREET we MILLDALE, CONNECTICUT | 
L. S. and this. in conjunction with rial is removed from the surface. Buff- 


ing is a process which removes no 
more material. In this last case, the 
surface is smoothed down by the com- 
bined effect of pressure of the abrasive 
and the local temperature rise, caus- 


electron microscope is instructive. The 
buffing scratches, perfectly visible at 
3,000 magnification, partly overlie one 
another and criss-cross. The plastic 
deformation of the metal can clearly 
With the 
crank-shaft journals, the crumbling of 
the metal under the effect of the buff- 


be seen. examination of 


ing a plastic deformation of the metal. 
The individual crystals in the surface 
layers of the metal are disintegrated 


during the  bufhing 


smooth surface laver is formed. 


As strongly acting hard polishing 


process and a 


ing action is also visible. 


Buffing and Polishing Materials 
By Dr. Ing. Burkart 


The author defines polishing as a 
I g 
aachining operation by which mate- 
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materials there are listed quartz (finely 
ground sand; pumice; natural emery 
(90-957 Al,O3): iron oxide; synthetic 
emery: silicon carbide (extremely 
hard). 


As buffing media, there are avail- 
able chalk (this is no longer in very 


METAL 


FINISHING, 


great favor but is used for certain 
purposes by the polishing compound 
manufacturers): Vienna lime (as 
calcined calcium oxide this is sensitive 
to atmospheric carbon dioxide. Com- 
pounds prepared from Vienna chalk, 
however, give a_ beautiful brilliance 
free from streaks on nickel plate and 
are still extensively used in many fac- 
tories). The buffing alumina grades 
are perfectly stable in storage and, 
for a number of years, have been used 
to an increasing extent. Not all the 
tvpes of alumina are suitable for pol- 
ishing compounds. Experience is ne- 
cessary to correctly choose the right 


grade. 


\n intermediate position between 
buffing and polishing action is occu- 
pied by Tripoli which embodies the 
silica skeletons of infusorial animal 
life. With good Tripoli compositions. 
brass can be brought to a high finish 
in one operation. 


All these 


agents are 


buffing and _ polishing 
applied for use with 
greases, etc. Suitable binders are 
stearin, parafhin, oils, ceresine, emul- 
sion waxes, normal waxes, high bril- 
liancy waxes, etc. In recent times, 
application has also been made of the 
silicones and, particularly, of methyl 
silicone oils. The author found that 
the addition of silicone oils to the pol- 
ishing composition was to give a more 
rapid effect. By virtue of this, the part 
being buffed remains cooler and the 
surface is not so strongly stressed. In 
addition, the tests which were con- 
ducted by the author with the incor- 
poration of silicones in the bufhng 
compound showed that those with a 
silicone addition can be removed with 
extraordinary ease with organic sol- 
vents. 


Care must be taken to select the 
composition which is correct for the 
metal. A decisive factor is the correct 
grain size with 
buffing and polishing effect can be 


achieved. However. even the best com- 


which the desired 


positions are useless if the polishing 
operation is not done correctly and 
with skill. With very rough surfaces. 
it is absolutely necessary that the pol- 
ishing should be conducted in several 
working stages. Poor buffing results 
may not be due to any shortcomings 
of the buffing compound itself but is 
to be ascribed to the poor, previous 
polishing treatment. The complaint is 
usually that the surface of the metal 
after buffing is still covered with a 
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skin of grease. By microscopic exam- 
ination, however, it can be seen that 
a satisfactory high brilliance is pres- 
ent on the surface of the metal but 
that the metal has not been correctly 
polished, so that there is a breaking-up 
of the impinging light which looks 
similar to a grease skin. 

When polishing aluminum alloys, 
what are termed “wheel marks” are 
observed. The cause of this is that 
pores, which are almost always pres- 
ent in the metal, are opened by the 
polishing grain. During the buffing 
stage these pores are not noticed so 
that much work has been performed 
before this defect assumes visible ap- 
pearance, Alleviation of this trouble 
is not possible with certainty but the 
part being buffed should be turned 
as much as possible. Treatment with 
a Tripoli composition is also to be 
recommeiided. 


Barrel De-Burring Processes 
By Dp. Ing. Heger 


The author gives data concerning 
practical experience with the barrel 
process. This process is an improve- 
ment on the old process by which mass 
produced articles were given a high 
polish by being treated in the drum 
together with balls of a corresponding 
size and number, in a surface reactive 
solution. It comprises a combined me- 
treatment 
With this process it is possible to de- 
burr, round edges, remove surface un- 
evenness and, 


chanical-chemical method. 


in addition, it is also 
possible to smooth and polish as well 
as clean and descale parts. Cold and 
hot-formed parts of steel, copper, 
bronze, aluminum and all alloys can 
be treated. 

The rotating container is an octa- 
gonal drum lined with rubber. The 
ware is loaded into this and the chips 
are added; these are specially shaped 
grinding and polishing bodies. The 
compounds are then added: in addi- 
iion to a buffering action these also 
possess an outstanding cleaning action. 
The most varied surface effects can 
be achieved with these compounds and 
the uniformity of the surface pro- 
duced may be regarded as one of the 
most important advanages of the 
process. In spite of the good smooth- 
‘ng effect achieved, a relaiively little 
material is removed. Accordingly, it 
is also possible to treat p-ecision parts 
such as pinion wheels, screwed and 
threaded parts, chain wheels, crown 
wheels, The right amount of chips is 
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Te 
comPOUND 


GREASELESS ag 


POLISHING & BUFFING OPERATIONS 
in the finishing of 


Uwe 


for fast, clean-working 


METALS, PLASTICS, & WOOD. 


ATLANTIC GREASELESS COMPOUNDS 
are produced by specialists with a 
background of long experience in 
the compounding and application of 
greaseless finishing materials. 

The rigidly controlled uniformity of 
ATLANTIC COMPOUNDS helps you 
maintain your high finishing stand- 
ards. This dependable uniformity is 
assured by the highest grade ingre- 
dients and by extremely close quality 
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Economy-pak foil lined, 
fibreboard container 


1860 BALDWIN STREET 








of importance to the process and this 
amounts to a multiple of the weight 
of the parts to be polished. The drum 
is allowed to rotate slowly (less than 
30 r.p.m.), resulting in a slow move- 
ment of the ware and the chips inside 
the drum. A severe knocking together, 
as is the case with former drum pol- 
ishing processes, is not to be feared 
The 


stressed so that considerably compli- 


here. surface is not strongly 

caied shaped parts can be handled. 
Obviously the effect 

achieved with this process will not be 


polishing 


as good as that obtained by a manual 
process. With mass produced ware it 
suffices, however, in practically all 
cases, and the surface quality is sufh- 


ciently good so that, with subsequent 


1955 





control in manufacturing. 


Devoted 
unexcelled greaseless 
Atlantic maintains constant research 
striving for 
products. 
data available upon request. 


exclusively to producing 


compounds, 


continually improved 
Technical assistance and 


Aluminum Tube 


INI ih 


WATERBURY, CONNECTICUT 


plating, a beautiful brilliance can be 
achieved. For deeply profiled ware; 
for example, drilled and _ recessed 
parts and hollowware. chips of vary- 
ing sizes are used and, as a result, 
all surfaces can be treated. It is stated 
that, with this process, cost savings 
of up to 80% can be achieved. 

It was further stated that a number 
of drum finishing processes are avail- 
able and the question was raised as 
to whether the process, in practice, is 
not somewhat complicated, seeing that 
a considerable amount of chips of 
various sizes and a multiple of chem- 
ical solutions must be on hand. It was 
stated that one can operate with 3 to 
1 kinds of chips in general to cover 
all practical requirements perfectly. 
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8-Door Tumbling Barrel 


Roto-Finish Co., Dept. MF, Kala- 


mazoo. Mich. 





\ new eight-door stationary fixture 
finishing machine designed primarily 
for coloring of aluminum castings has 
been announced by the above manu- 
facturer. The new machine has a door 
on each flat of a single compartment 
cylinder. Fixture pads are attached to 
the octagon side walls of the compart- 
ment just inside the door opening. 


Fixtures are in the form of grids, 
which fit attached pads. After the fix- 
ture is placed inside the cylinder, it 
is held in position during the process 
ing operation by the pads and by 
pressure of the closed door pushing it 
firmly into the contoured pad. Fix- 
tured parts are held by the fixture 
grids to effectively expose them to 


processing media. 


It is claimed that one of the out- 
standing features of the machine 1s 
that it is not necessary lo remove pro- 
cessing media or soluiion when_ re- 
moving work load from the compart- 
ment. Processing compariments vary 
in size up to 48 inches long and 42 
inches in diameter. The latter size. 
used for coloring aluminum castings 
with steel balls, uses a 7!% h.p. drive 
equipped with automatic reversing elec- 
tric controls. Doors are hinged for 


rapid servicing of fixtured parts. 
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Recent Developments 
NEW METHODS, MATERIALS AND EQUIPMENT - 





INDUSTRIES 


Addition Agents for Zine Plating 


Federated Metals Division, Amer- 
ican Smelting and Refining Co., Dept. 


MF, 120 Broadway, New York 5, N.Y. 


\ series of addition agents for cya- 
nide zine plating, tailormade to suit 
the particular needs of individual op- 
erators, has just been introduced. 


Marketed as the Zimax Series. these 
addition agents are claimed to produce 
clear. bright deposits directly from the 
bath and increase the covering and 
throwing power of zinc baths. Con- 
taining no metallic components, they 
are more economical than previously 
available materials. The brighteners 
are stated to offer an ideal base for 
post-plate conversion coatings. 


One member of the series is BZ-20 
powder barrel zinc brightener, a low 
cost material giving a clear, bright 
white deposit, with high staying power, 
and very uniform deposits in produc- 


Tubular Filters 


Industrial Filter and Pump Co., 
Dept. MF, 5904 Ogden Ave., Chicago 
50, Til. 


\ new line of tubular filters is de- 
signed to bring simplified operation 
and very low maintenance to smaller 
filtering problems. Their major ad- 
vantages are: 
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tion. A stock solution may be prepared 


by mixing BZ-20 powder with cold 
water, then adding warm water. 

BZ-33 liquid barrel zine brightener 
is a low-cost concentrated brightener 
which produces blue-white deposits of 
maximum brilliance. High throwing 
power and covering power are incor- 
porated in this material. 

Included in the newly announced 
series is BZ special liquid barrel zine 
brightener, formulated for installations 
requiring any of the following: moder- 
ate price; deep, clear luster of deposit: 
good staying power: elimination of 
the discoloration difficulties sometimes 
encountered with hot forced air dry- 
ing; and elimination of an oily condi. 
tion on bath surfaces sometimes re- 
sulting from other brighteners. It may 
be used in still zine plating in some 
installations in which there is agita- 
tion, either by a moving cathode bar, 
or in an automatic or semi-automatic 
unit. 

Liners are easy to replace and in- 
expensive. 

[deal for intermittent or continu- 
ous operation. 

Solids can be recovered in dry form. 

Chamber can be emptied without 
losing cake. 

No unfiltered “heel.” 


Can be used with or without pre- 
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the perfect liquid compound 
for all metal finishing 


How much of the compound in your buff- 
ing room is wasted...in the nubbin pile, 
or in “over-heading” buffs? There’s a way 
to “meter” the compound you use—the 
Liquimatic way. An electrically timed 
f system in the Liquimatic Process feeds 
the exact amount of liquid compound for 
the exact cut you need. While compound 
is being saved, buffs are being saved too 
...continual lubrication extends buff life 
up to 400%. 


These two cost-saving advantages 


Check the other features of Liquimatic 
... then write today for your free copy of 
Liquimatic’s big, new folder that tells the 
whole cost-saving story of Liquimatic in 


your buffing room. 


alone soon pay for a complete Liquimatic 
Application System. But there are still 
other ways Liquimatic will help you cut 
costs. No hand application, and no chang- 
ing of bars will effect substantial down- 
time savings for you...and Liquimatic’s 
ease of cleaning means even further econ- 
omies. Now—when production must be 


upped, and costs yr ~—| 


lowered — profit 


from Liquimatic— 
over and over again. 


yah 
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These additional Liquimatic features mean real savings 
in terms of time, money, safety— 


@ longer buff life 
@ completely automatic 





@ fast cutting 





gives more buff mileage 


Your H-VW-M combination— 
of the most modern testing 
and development laboratory 
—of over 80 years experience 
in every phase of plating 
and polishing—of a complete 
equipment, process and sup- 
ply line for every need. 


@ easy cleaning 


@ non-settling 

@ high flash point 

@ long storage life 

® sprayable viscosity 


@ adhesive slow-wearing buff face 


\ammecccanencs 


W200 HANSON-VAN WINKLE-MUNNING COMPANY 


Main Office and Plant, Matawan, New Jersey 
J. C. Miller Division, Main Office and Plant, Grand Rapids, Mich. 
SALES OFFICES: Anderson (Ind.) * Baltimore © Beloit (Wisc.) * Boston 
Bridgeport © Chicago © Cleveland * Dayton © Detroit * Grand 
Rapids * tos Angeles °® Louisville * Matawan °* Milwaukee 
New York © Philadelphia © Pittsburgh °* Plainfield © Rochester 
St. Louis ° San Francisco ° Springfield (Mass.) ° Utica 
Wallingford (Conn.) 
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DECORATIVE CHROME PLATERS! 


Get a free sample of ZERO-MIST 


for an easy test in your own shop 


Now you can make your own simple test of Zero-Mist—the 
magic new product which controls mist and spray in chrome 
plating baths. Udylite is making this offer to familiarize chrome 
platers with the many advantages of Zero-Mist. 


Many chrome platers are now using Zero-Mist with amazing 
results. Here’s what it will do for you: give absolute control of 
chromic acid mist and spray saving up to 30% of chromic acid 
loss through the ventilating ducts 
pollution 


reduce the workroom air 
cut dragout losses—lessen pollution of rinse water— 
save on maintenance of existing hoods, ducts and fans used in 
ventilating systems—cut your chromic acid losses from mist, 
spray and dragout up to 70%. 


Write for a Zero-Mist sample today. We will send it to you free 
with complete instructions for an easy small scale test in your 
own shop. Fill out coupon below. 


WORLD’S LARGEST PLATING SUPPLIER 
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Please send a free sample of Zero-Mist with instructions 
which will enable ys to make our own test. Mail to: 


dylite 
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coat and unusually simple maintenance, 
Many 


tu an 


of the conveniences are due 
Fluid 


moves through the inside of the tube 


unusual flow system. 
and passes out the perforated wall 
filter The 


cleaned by simply removing the used 


through paper. filter is 
liner and replacing ii by rolling flat 
of filter pap?r 


them in the tubes. 


sheets and inserting 


Standard sizes provide for units 
from | to 36 tubes with filtration areas 
from 2.4 to 86.4 sq. ft. They can be 
ordered in a wide range of materials 
or lined for corrosive fluids. For ful! 
details ask for Bulletin TS-160-755. 
Solid Plastic Fans for Corrosive 
Fumes 


Heil Process Equip. Corp., Dept. 
MF, 12901 Elmwood Ave., Cleveland 
i. &, 





A complete line of Rigivin fans 
(rigid vinyl, high impact type) and 
Rigidon fans (glass fiber reinforced 
plastic) are now available to handle 
fume removal under the most severe 
corrosive conditions. The former are 
designed for use with strong acid or 
alkali fumes where maximum corro- 
sion resistance is required. The latter 
fans are recommended for most acid 
services and high temperature applica- 
tions to 200°F. The smooth interior 
surface inherent with either material 
increases the fan’s efficiency and limits 
any buildup of solids carried by the 
fumes. The solid plastic construction 
affords complete exterior as well as 
resistance. High 
efficiency, quiet operation, and non- 
overloading characteristics are design 
features incorporated into these units. 

Less expensive than equivalent rub- 
ber-lined blowers, these fans are avail- 
able with variable discharge positions 
for either plain or flanged inlet and 
outlet connections. 


interior corrosion 
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Industrial Masking Tape 


The Laurel Hill Corp., Dept. MF, 
43 S. Dearborn St., Chicago 4, II. 


A new industrial tape called Indus- 
trial Tape No. 4 is claimed to be a 
high grade tape designed to meet the 
most critical and exacting industrial 
requirements. Important features are: 
Exceptionally stain, solvent, and water 
resistant. Stands up under high tem- 
perature—to 300°F. No residue de- 
posit, overnight or after baking. No 
edge curl from solvents or water. It 
will be available in 60 yard rolls of 
14” to 3” 
wrist holding. 


widths on large cores for 


Fittings for Polyethylene Pipe 


Wilmington Plastics Co., Dept. MF, 
810 South Heald St., Wilmington, Del. 


New type couplings and adapters 





for use with polyethylene pipe are 
injection molded from rigid unplasti- 
cized polyvinyl chloride, are resistant 
to corrosive action and form a tight 
joint without setting up undue com- 
pressive stress in the polyethylene. 


They are presently available in 
couplings, polyethylene to polyethylene 
(bottom); and adapters, polyethylene 
to metal (top), in 34” and 1” sizes. 
The fittings will ultimately be avail- 
able up to and including 2” pipe size. 


Small Lot Plating Barrels 
MF, 


Technic, Inc., Dept. Provi- 


dence, R. 1. 


Model OH-42 is a dual barrel elec- 
troplating unit, and Model HP-4 is a 
portable plating barrel. Both are made 
of high temperature Lucite, so that 
they can be used in any solution for 
electroplating precious metals, and 
will adapt readily to every other type 
of electroplating. 


Model OH-42 is a complete barrel 
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»-We would like to discuss Tempron Hard Rubber cylinders 





ALWAYS DEPENDABLE 


When you buy Udylite barrel plating cylinders you get more than 
good materials—you get the experienced engineering that has made 
Udylite barrels the best built, longest lasting, most economical 
barrels on the market. For Udylite barrels are constructed with the 
characteristics of the materials well in mind—and engineered 
accordingly. 


Along with fine engineering Udylite is in continuous search for 
materials giving longer life and greater over-all economies in barrel 
plating. Udylite manufactures barrels of Rubber, Bakelite, Mela- 
mine, Lucite and now in turn has developed Tempron Hard Rubber. 


Tempron Hard Rubber is recommended as the best plating barrel 
cylinder material now available, but its characteristics require special 
construction. Udylite’s new construction (patent pending) features 
interlocking panels and ribs with the added advantage that panels, 
ribs, rails and cylinder heads are individually replaceable. 

Tempron Hard Rubber has greater abrasion resistance, will handle 
more cleaning and plating solutions at higher temperatures including 


hot Stannate Tin, and with Udylite’s new construction, will take 
the hard pounding of heavier loads day after day. 


It will pay you to investigate Tempron Hard Rubber cylinders. Fill 
out the coupon below and mail today. 


WORLD’S LARGEST PLATING SUPPLIER 
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SINGLE ROLL HORIZONTAL MACHINE 
Hydraulically operated, with patented 
hydraulic contour device. Tables on all 


machines may be oscillated 





VERTICAL POLISHING MACHINE 
2 sizes, 18 and 36” stroke. Hy- 
draulic contour device. Gives a high 
finish to many odd-shaped pieces. 


CENTRAL 


74 Commercial St. 





plating unit in itself, of one gallon 
capacity, with 60 cycle single phase 


sidewise. 





CENTRAL Polishing Machines 
Pay Big Dividends in Time Saved 


and Improved Quality 


TANDEM ROLL HORIZONTAL MACHINE 
For cut down and finishing of sheets, 
plates, extrusions, trim, etc. 


© MORE EFFICIENT 
e ECONOMICAL 


F.. cutting costs, improving quality and speed- 
ing up your finishing operations on sheets, 
plates, extrusions, rods, tubing, auto trim and 
odd-shaped pieces, Central Polishing 

Machines will meet every production require- 
ment as they have done so successfully wherever they have 
been installed. 


many 


Horizontal Machines are built in single and tandem roll 
models, 30’, 40° and 50’ widths, in any length. Are hy- 
draulically or electro-hydraulically operated from a central 
operator's station and equipped with our patented hydraulic 
contour control. Stroke adjusted from 2” to full capacity in 
stepless increments. Tandem rolls permit cut down and 
finishing operations with one set-up 


Vertical Machines are available with 18” or 36” stroke. 
They are fast, economical and easy to operate. Patented 
hydraulic contour device permits finishing many different 
shapes such as hardware items, handles, cutlery, auto and 
appliance trim, escutcheon plates, etc. Central Vertical 
Machines may be set in batteries where a sequence of 
operations is desired. Conveyor systems and fixtures can be 
furnished. 


Write for full information or send 
us samples of work to be finished. 


MACHINE WORKS 


Tel. PL 6-1500 Worcester 8, Mass. 


110 volt motor attached. 








Dimensions 
° ed —sr iid 
of the Lucite tank are 7” x 7” x 6 
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Model HP-4 


deep. The oblique barrei is an octagon 
measuring 214” x 21”, and the hori- 
zontal barrel is a hexagon measuring 
41,” x 214”. Holes of Standard size 
are 3/32”, and any size may be had 
on order. Rod for tank plating is in- 
cluded. 

The Model HP-4 portable barrel is 
intended for use by immersion in any 
existing tank. Overall dimensions are 
6” x 414” x 714” to the plating rods. 
the hexagonal barrel measuring 41,” 
x 214”. Standard holes are ;y”. 110 
volt 60 cycle single phase motor is 
attached. 


Heavy-Duty Tumbling Barrel 
Lord Chemical Corp., Dept. MF, 
2068 S. Queen St., York, Pa. 


Lorco Model 200 is a rugged, heavy- 
duty barrel for precision finishing of 
stamped, forged, machined or cast 
parts. It is powered by a husky one- 
horsepower motor and is built to 
tumble heavy parts and to operate 
for long runs. Compartments are lined 
with a 14 in. thickness of Neoprene. 
Drum ends and wrapper sheet are 
of 14 in. steel plate, while the di- 
vider between compartments is of *% 
in. plate. Long life under severest op- 
erating conditions is assured by plac- 
ing the two compartments together 
and using outboard bearings. 

Inside dimensions of the octagonal 
compartments are 19 in. across from 
flat to flat by 914 in. long: each com- 
partment has a volume of 1.6 cubic 
feet and will hold a total load of ap- 
proximately 250 lb. Inside dimensions 
of door openings are 8 by 7 in. 

Flexibility in meeting the require- 
ments of any finishing job is assured 
by a variable-speed drive that may be 
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set over a range from 8 to 40 r.p.m. 
Motor is controlled by a drum-type 
forward and reversing switch to allow 
barrel to be run either forward or 
reverse. Motor and drive are wholly 
enclosed, but full-length door permits 
easy access for maintenance. A sturdy 
screen guard gives operator complete 
protection when barrel is being rota- 
ted. Two perforated drain doors allow 
drainage of water after tumbling. 
Angle irons are included in lower part 
of frame to support a horizontal screen 
for separating parts from chips when 
barrel is being unloaded. 

Model 200 stands only 48 in. high 
and occupies a floor space of 31 in. 
deep by 381% in. wide. Entire unit is 
mounted on a 14 in. base plate for 
easy installation. Shipping weight is 
approximately 1,000 lbs. 


Carbon Pile Tank Rheostat 


Hanson - Van Winkle - Munning Co.., 
Dept. MF, Matawan, N. J. 


\ carbon pile tank rheostat for 
electroplating is claimed to be partic- 
ularly useful when precise current con- 
trol is required. The new Universal 
theostat consists of a rectangular car- 
bon-plate rheostat, an adjustable nic- 
kel-chromium 


resistor, a reversing 


switch, a voltmeter and an ammeter. 
Beside control of the 
plating current, the rheostat permits 


providing 


the selection of the proper tank rheo- 
stat without specifying “voltage drop.” 
Ordinarily, this is not possible with 
standard knife—or rotary-type 
stats. The new unit provides all tank 
voltages for a specified line voltage 


rheo- 
up to 12 volts, and amperage ranging 
from 30 to 250. 
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You see, most thermoplastic sheet linings must be installed by factory- 
trained applicators using special equipment, but not 


RESILON 44 


Untrained workmen — shown the simple steps — can install Resilon 
44 using only a torch and a trowel. No adhesives or vulcanizing are 
needed. Simple “heat welding” bonds Resilon 44, bonds it so tightly 
to properly prepared steel or concrete, that the bond is as strong as the 
material itself. Joints are filled with Resilon 44 strips, then “heat 
welded” and smoothed. The result is an impermeable, seamless mem- 
brane with excellent resistance to acids and alkalis at temperatures up 
to as high as 150°F. And at an installed price way below comparable 
linings of equal quality. (If you prefer, we'll install it and you'll still 


save money. ) 


sO write today... 


Bu. S. STONEWARE 


AKRON 9, OHIO 


This flexibility and range is possible 
because of the adjustable resistor lo- 
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and get this 5 the facts on Resilon 44, 





You'll want specific information on this remarkable lining material 


Bulletin RL-510 gives 


including a table of 
chemical resistance. 

We make and install 

many types of linings 

for all kinds of corrosive 
service. Our engineers will 
be glad to consult 

with you. 





cated at the top of the heavy steel 
case which houses the components ot 
the unit. This feature permits basic 
adjustments to be made on the unit 
after installation. Fine curren! adjust 
made by the 


ments are carbon pile 


component. 

Since carbon pile rheostats provide 
stepless control of electrical current. 
they are particularly applicable where 
fine current adjustments are desired. 
Since the basic adjustments are made 
with the resistor, the carbon pile 
operates in the range of its maximum 
eflectiveness. 

The reversing switch on the rheo- 
stat reverses the current going into 
the plating tank. This etching tech- 
nique is often used to advantage in 
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IRIDITE 



















Specify Iridite . . . for corrosion protection during 
storage or use . . . for a firm and lasting base for 
paint .. . for extra quality and eye-appeal .. . for 
low cost color coding of finished parts. 


ON ZINC AND CADMIUM you can get highly corrosion 
resistant finishes to meet any military or civilian 
specifications and ranging in appearance from olive 
drab through sparkling bright and dyed colors. 


ON COPPER... Iridite brightens copper, keeps it tar- 
nish-free; also lets you drastically cut the cost of 
copper-chrome plating by reducing the need for 
buffing. 


= ON ALUMINUM Iridite gives you a choice of natural 
aluminum, a golden yellow or dye colored finishes. No 
special racks. No high temperatures. No long immer- 
sion. Process in bulk. 








2 ON MAGNESIUM Iridite provides a highly protective 
film in deepening shades of brown. No boiling, elabor- 
ate cleaning or long immersions. 


AND IRIDITE IS EASY TO APPLY. Goes on at room temperature 
by dip, brush or spray. No electrolysis. No special equip- 
ment. No exhausts. No specially trained operators. 
Single dip for basic coatings. Double dip for dye colors. 
The protective Iridite coating is not a superimposed film, 
cannot flake, chip or peel. 

WANT TO KNOW MORE? We'll gladly treat samples or send you 


complete data. Write direct or call in your Iridite Field Engineer. 
He's listed under ‘'Plating Supplies” in your classified telephone book. 


INCORPORATED 


4004-06 E. MONUMENT STREET e BALTIMORE 5 MD 





chromium plating to obtain good: &d- 
hesion. The unit is equipped with 
ammeter and voltmeter, although in- 
dividual units may be specified with- 
out either or both, and is available in 
four sizes. The smallest unit is rated 
at 30 or 60 amps, with plating line 
voltages up to 12 volts. The largest is 
rated at 125 or 250 amps over the 
same voltage range. All units are 
mounted in heavy steel cases that are 
open at top and bottom for ventilation. 
The carbon pile component is com 
posed of rectangular carbon plates 
that are formed into a single pile and 
housed in a one-piece steel box. 


Proportioned for moderate temper- 
ature rise, the new rheostat operates 
at lower temperatures than multiple- 
tube or standard rheostats. Resistance 
changes range as high as 50 to 1. 


Stripper for Zinc Chromate 
Primers on Aluminum 


Oakite Products, Inc., Dept. MF, 
118 Rector St., New York 6, N. Y. 


Oakite Stripper No. 110, designed 
to remove zinc chromate primers from 
aluminum without affecting the metal 
surface, is a two-phase solvent mate- 
rial, which is used full strength. The 
part to be stripped is immersed com- 
pletely in the solvent, under the sur- 
face oil seal, which should be main- 
tained continuously. According to the 
manufacturers, the. material will re- 
move zinc chromate primers and other 
finishes from aluminum with complete 
safety when used as recommended. 
The stripper has a flash point of 290° 
F., and does its job faster when heat- 
ed to 140° to 180°F. A pressure water 
rinse, warm or cold, is recommended 
to float off the loosened paint. 


Glass Electrodes for pH 


Beckman Instruments, Dept. MF, 
Fullerton, Cal. 


A new type of pH-sensitive glass 
which will benefit both laboratory and 
process control users of pH equip- 
ment is now being incorporated into 
certain pH electrodes manufactured 
by the above company. 


Known as E-2 glass, the new form- 
ula, which represents considerable re- 
search and development work, is es- 
pecially suited for high pH measure- 
ments. Type E-2 glass replaces Type F 
glass in the original and widely-used 
Beckman blue-tipped, alkali-resistant 
electrodes. 
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klectrodes with the new formula| 


glass are extremely valuable in the 





range above pH 10 where other elec- | 
trodes fail to perform satisfactorily. | 
Unlike older electrodes, they are also | 
good over the entire 0-14 pH range 
at temperatures from 15 to 100°C. and | 
offer improved resistance to acids, sur- | 
face deterioration, aging and alkalis. | 

The electrodes are available for use | 
with Beckman Models G. M. N, H and | 
H-2 pH meters and Beckman indus- | 
trial pH flow and immersion assemb- | 


lies. 


Wax for Sealing Metal Coatings 


Glyco Products Co., Inc., Dept. MF, 
Empire State Bldg., New York 1, N. Y. 
\ synthetic wax, Acrawax C, has 
U | 
particularly effective as an anti-corro- | 


—_s 


unusual properties which makes 


sion sealer. It has a high melting 
point, 284°-290°F. (140°-143°C.). is 
insoluble in water, sea water, dilute 
acids and in many organic solvents. It 
melts to a low viscosity liquid just 
above its melting point which makes 
it easy to apply. 

Small parts should be dipped in a| 
tank of wax at a temperature slightly | 
above 290°F. The parts are left in the 
tank for about an hour depending on | 
the thickness of the metal coating. A | 
five-minute dip is satisfactory if the 
parts are preheated to 300°F. Parts | 


too large to dip should be preheated | 
to 300°F. and then brushed with | 
melted wax until no more wax is | 
absorbed. | 


Solvent Vapor Degreaser 


Baron Industries, Dept. MF, 241 
West Ave., 26, Los Angeles 31, Cal. 

The above manufacturer has ex-| 
tended his Baronet series to include | 
two rectangular shaped vapor spray | 
degreasers for larger sized parts and | 
heavier work loads. 

These compact degreasing machines 
are fabricated of 12 gauge and ;°;” 
plate for longer life, and are protected 
against corrosion with a fused pheno- 
lic interior coating. These new models 
retain all the low cost advantages of 
the barrel degreasers while providing 
such heavy duty features as a full 
water jacket, offset coil condenser and 
complete manual spray equipment. 


Available in two sizes, these new 
machines have unobstructed working 


or 





dimensions of either 36” or 48” in 






TUBULAR FILTERS 


WITH IMPORTANT NEW FEATURES 
DUE TO FLOW FROM INSIDE OF TUBE 


Unequaled simplicity of maintenance. 

Solids can be recovered in dry form. 

Liners are easy to replace and inexpensive. 
ideal for intermittent or continuous operation. 
Chamber can be emptied without losing cake. 
No unfiltered “heel’’. 

Can be used with or without pre-coat. 


ideal for polishing ... as a trap filter...andasa 
scavenger for larger filters. 


+ + + + + + H HF 


NEW SIMPLIFIED OPERATION FLOW DIAGRAM 
The filter is prepared for use by 
simply rolling flat sheets of filter 
paper and inserting them in the 
tubes, which are designed to force the 
paper snugly against the tube wall. 


EASY TO CLEAN 
Filter papers are simply withdrawn 
and replaced. Even the tubes are 
easy to remove, being held in place 
by a simple rubber O-Ring device. 
Except for the cover there are no t ee: cs 
nuts and bolts to handle. 
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FOR FULL DETAILS WRITE FOR BULLETIN TS-160-755. 








CENTRIFUGAL PUMPS PRESSURE FILTERS + ION AND HEAT EXCHANGERS - RUBBER LININGS - WASTE TREATING EQUIPMENT 


INDUSTRIAL 


FILTER & PUMP MFG. CO. 


5906 OGDEN AVENUE 1 CHICAGO 50, ILLINOIS 

































Klem Offers 2 Standard 
Products for cleaning 
and Phosphatizing 

that Meet Practically 


*Minit-Kote” STAGE 


An economical, fast one-stage cleaning and 
phosphatizing solution for use where the 
problem is not complicated. 


"Klem-Kote” 









Every Situation 

















3&5 
STAGE 











A multiple stage cleaning and phosphatizing 
compound for use where removal of rust, 
grease and foreign matter offers a tough 


cleaning probem. 








CHEMICALS, 





KLEM 


14401 Lanson Ave., Dearborn, Michigan 
1905 Central Ave., El Monte, California 


INC. 














length, width 18” 
24” 


As little as twelve gallons of tri- 


and vapor depth 


chlorethylene is required for operation 
and considerable savings can be real- 
ized by the degreaser’s reclaiming fea- 
ture. When the solvent becomes dirty, 
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it can be automatically reclaimed 
within the machine for further use. 
Immediate delivery can be made in 
gas, steam, or electrically heated 
models. The units are shipped as- 
sembled and wired, complete with 
switches, work rest, special leak proof 
pump and motor, solvent resistant 
spray hose, aluminum spray lance and 


special slide-off lid. 
Air-Cooled Bias Buff 


James H. Rhodes & Co., Dept. MF, 
18-02 29th St., Long Island City 1, 
he # 


The Colossus, a new and completely 
different type of air-cooled bias buff 
is claimed to feature such improve- 
ments as 45 degree angle fabric bias- 





ing which results in 23°; more strong 


warp fibers per inch of fabric on the 
working surface of the buff, one-way 
warp direction for maximum cutting 
and polishing efficiency, uniform con- 
volution pleats for better fabric dis- 
tribution and perfect balance, forced 
air ventilation through air scoops in 
the center of the buff. and piano wire 
stitching for greater safety when oper- 
ating at maximum speed. 


Addition Agent for Chromium 
Bath Throwing Power 
Wagner Brothers, Inc., Dept. MF, 
418 Midland Ave., Detroit 3, Mich. 


\ new liquid addition agent called 
“Krome-On” is claimed to materially 
increase the throwing power of chro- 
mium plating baths. 

In addition to the advantages of in 
creased plating efficiencies, the mate- 
rial is stated to furnish a superior 
mist-inhibiting blanket to reduce spray 
and flue loss, thereby saving chromic 
acid waste. Reduced drag-out also min- 
imizes waste disposal problems. 

The product is now available from 
company representatives in Chicago, 
Cincinnati, Indianapolis, Rochester, 
New York and Detroit. 


Germanium Rectifiers 


Walker Division, Norma-Hoffmann 
Bearings Corp., Dept. MF, Stamford, 
Conn. 


A new line of germanium rectifiers 
is available in several models in var- 
ious amperes d.-c. output to meet most 
requirements. They are claimed to 
offer users greater efficiency over 
other types of conversion equipment. 
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Pecause there are fewer moving parts, 


maintenance costs are practically nil 
compared to other large D.C. 


Since 


power 


supplies. germanium rectifiers 
require fewer components than con- 
ventional rectifiers, and because of 
their high efhciency. they are smaller 
in size. and can be installed in a 
smaller floor area, accord’ng io com- 


pany claims. 
Chromium Plating Processes 


Tiarco Laboratories Corp., Dept. 


UF, Clark, N. J. 

The above firm has announced that 
they have developed a process for 
called 


the Baylig process. It is claimed that 


plating titan'um with chromium, 


this process is the first to successfully 
plate titanium directly with chromium 
without any chipping or peeling under 
the most severe tests. 

The company has also developed 
similar processes for chromium plat- 
ing aluminum and steel directly, and 
is issuing licensing agreements where- 
by manufacturers and commercial 
concerns will be allowed to use one or 
more of its processes under a royalty 
arrangement, 


Ultrasonic Generators 


Acoustica yates Inc., Dept. 


VF, Glenwood Landing, L. I., N. Y. 


Low cost high frequency rotating 
generators ranging in size from 2 to 
150 kilowatts, recently announced, are 
capable of supplying economical power 
for energizing multiple arrays of 
above-audible sound generating trans- 
ducers. As a consequence, ihe favor- 
ultrasonic 
experimentation can now be extended 
into full-scale plant production. 


able results of laboratory 


METAL 


FINISHING, October, 


You Are Paying 


ommonS JUNIOR AUTOMATIC 
WHY NOT USE IT/ 


Model SE2SF with 
| Hammond Polishing Lathe 


ernmons A 


1601 


DOUGLAS AVENUE o 







Finishing costs are high and will go higher 
as buyers insist on better finishes — they’re doing it. 


There is only one answer to this situation — FASTER 
AND BETTER FINISHING EQUIPMENT. 
Polishing by hand is hard and slow work. With a 
Hammond Junior Automatic the operator merely 
loads and unloads, resulting in high production 
and uniform finishes throughout the day. 


Hammond Junior Automatics soon pay for 


themselves. If you are interested in re- 
ducing finishing costs—send one finished 
and several rough samples for complete 
engineering report — No Obligation. 


Lis 


KALAMAZOO 54, MICHIGAN 


VISIT US AT BOOTH 1453, METAL EXPOSITION, PHILADELPHIA — OCTOBER 17-21 





The above manufacturer is now 


able to supply various sized produc- 
tion systems consisting of banks of 
magnetostrictive or ceramic-type pie- 
zoelectric transducers which may be 
submersed or externally mounted in 


existing equipment and which are 


driven by an appropriately rated high 
frequency motor driven alternator. An 


untrained operator can work and ser- 


vice this practical and _ foolproof 
system. 

For example, the 230 volt, 20,000 
c.p.s. single phase, 5 Kw. generator 


illustrated, 
phase, 60 cycle, 


driven by a 15 H.P., 3 
220-240 volt A.C. 
induction 


squirrel cage motor, will 


energize up to 10 submersed 400 watt 


1955 


transducers of any type strategically 
located a typical cleaning and de- 
greasing system. Each transducer will 


cause copious cavitation through a 
large field in the solution. The ex- 
plosive forces caused by the collapse 


and formation of millions of entrapped 





85 











Specify PLA-TANK’ 


for your DUCT 
SYSTEM 





Illustrated above is part of a new PLA- 
TANK Duct System which is typical of 
dozens being installed for fume exhausts 
in plating rooms, maintenance shops and 
chemical processing plants. PLA-TANK 
was chosen for the entire system from 
hoods to raincaps on the outside stacks. 


Included in the system (in addition to 
hoods, ducts, stacks and caps) are molded 
PLA-TANK fan housings and propeller- 
type fan blades. Everything that contacts 
the fumes is molded of chemical-resistant 
PLA-TANK. 

PLA-TANK, molded from long-life, 
resin-bonded glass fibre laminate is resist- 
ant to a wide variety of fumes and temper- 
atures. It is lightweight, easy to install, 
competitively priced. 

PLA-TANK can be the answer to your 
duct system problem. Let us help you the 
modern way — with PLA-TANK. 


First in the field — and still the leader 


Send for free data sheets 


PLA-TANK, Inc. 


DIVISION OF 





Dept. 58 « West Warren, Massachusetts 
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vapor bubbles at the rate of 20,000 
times per second is in the order of 
several hundred atmospheres pressure. 


New Porous Teflon and Kel-F 
Filters 


Porous Plastic Filter Co., Dept. MF, 


30 Sea Cliff Ave., N. Y. 





The above manufacturer announces 


a new design and a sharply reduced 
price in Porous Teflon and Kel-F in- 
line filters. 

The porous fluorocarbon filters are 
of hitherto impossible all welded con- 
struction with molded flow passages 
and are designed for easy disassembly 
and cleaning. Great compactness has 
been achieved with a square foot of 
filter area contained in a volume 2” 
high and 316” O.D. 

Sizes up to 10 square feet at prices 
up to 55° lower than old style units 
are available for quick delivery. 


Industrial Solvent 


Chem Industrial Co., Dept. MF, 
1784 Ridge Road, Brooklyn 9, O. 


\ new, highly efficient solvent that 
can be used with complete safety for 
most industrial applications is known 
as C-I-SOL, it is reputed to have clean- 
ing properties closely resembling those 
of carbon tetrachloride even though 
it is up to 20 times less toxic. Because 
of this, heavier and more effective 
concentrations can be utilized with- 
out exposing workmen to possible 
dangerous effects. 

In addition to its low toxicity, the 
material is non-flammable. As a re- 
sult, fire hazards when working near 
an open flame or next to grinding op- 
erations are eliminated. 

The product is recommended for re- 
moving grease, wax, oil and tars from 
metal products. hand tools, machine 
tools and components, sheet metal, 
tubing. etc. Although not suitable for 
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vapor degreasing, it is adaptable to 
cold cleaning. dip cleaning and bucket 
cleaning. 

The solvent is available in 1-gallon 
cans, 5-gallon pails and 55-gallon 


drums. 


Tape Applicator 


GorDag Industries, Inc., Dept. MF, 
2215 Foshay Tower, Minneapolis 2, 


Minn. 


Complete elimination of waste, fast 
and accurate application and simplic- 
ity of operation are three features of 
the Tape Rite applicator, a new one- 
hand dispenser for all pressure-sensi- 
tive tapes. The device can be used 
wherever masking, sealing or joining 
tape 1s required. Tape pays out of the 
applicator and is firmly attached to 
the job surface by a resilient steel 
“finger”; when the correct point is 
reached, the unit is rolled over. and 





the serrated edge of the “finger” cuts 
the tape in the desired spot. 

Tight construction keeps tape clean 
and moist, the manufacturer states. 
The tape cannot be twisted or snarled, 
and economy is claimed because of 
waste elimination and ease and speed 
of application. 

Made of steel and finished in green 
metallic enamel, the unit will accom- 
modate tape 34” or 1” wide with a 
standard 3” core; size should be spe- 
cified when ordering. Weight is only 
12 oz., and list price per applicator is 
$2.39 f.o.b. Minneapolis. 


Fiberglass Reinforced Pipe 


Reinforced Laminates, Inc., Dept. 
MF, 3061 E. Hennepin Ave., Minne- 
apolis 13, Minn. 


A new line of fiberglass reinforced 
plastic pipe is intended for use under 
vorrosive conditions, since the thermo- 
setting resins which are used give 
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excellent resistance to most acid and 
alkaline solutions. In addition, this 
new pipe can be built for service where 
moderately high pressures and tem- 
peratures are encountered. Engineer- 
ing design values have been established 
by controlled, long-term. tesis. 


The method of fabricating is such 
that the fiberglass reinforcement can 
be oriented to provide needed strength 
for different requirements. A selection 
of resins (principally modified epox- 
ies) is available for special needs. 


The following nominal inside di- 
ameters are now available: 134”, 2”. 
ss, , & & ww. wa 1. 
Lengths are 20’ random except on the 
smallest diameters which are 10’ and 
15’ random. Almost any diameter and 
wall thickness up to 36” diameter can 
be supplied on a custom-built basis 
without excessive tooling costs. 

Couplings and other fittings of sev- 
eral types are available with standard 
sizes. Cost varies with the construction 
which is required: but is generally 
lower than stainless steel. Monel metal. 
etc. it is claimed. 


Resin Bonded Abrasive Wheels 


American Diamond Saw Sales, Dept. 


MF, 120 N. W. Ninth Ave.. Portland 


9, Ore. 





: 2 al : 


A completely new line of high speed 
resin bonded wheels and points, de- 
signed to operate at 20,000 R.P.M. 
and above, has just been announced. 
The wheels afford the metal finisher, 
particularly the stainless steel fabrica- 
tor, considerably faster cutting action 
and longer wheel life, states the above 
manufacturer. They are coded to in- 
dicate the degree of hardness of the 
bond and are available in the stan- 
dard grits from 24 to 120 and sizes 
and shapes to conform to national 
standards. 
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For Plating, Cleaning 3 
and Rinse Tanks 











No. 11-MF 
Self-Operating 
TEMPERATURE 
REGULATOR 


HAS EASY TO READ 4” 
DIAL THERMOMETER 


PLASTIC COVERED 
THERMAL BULB 
AND TUBING 
Highly resistant to metal 
finishing solutions 


SIMPLE TEMPERATURE 
ADJUSTMENT 





DURABLE CONSTRUCTION 


VALVE STEM LUBRICATOR 
Helps give better control, 
keeps vaive stem working freely 


EASY TO INSTALL 
S No insulators 
required 





Simplest, Most Reliable Control Made 
Holds Temperature at the Right Point 






Savings Often Repay Its Cost 2 to 6 Times a Year 


Why Powers No. 11-MF Regulator Gives Better Control and Lasts Longer— 
better TEMPERATURE Control results from powerful bellows and mini- 
mum of valve stem friction. Valve Stem Lubricator aids easy movement of 
valve stem without binding. Double ply metal used in Powers bellows out- 
lasts ordinary single ply type. Greater durability of plastic covered bulb and 
tubing also helps prolong the life of the regulator. 
Dial Thermometer indicates temperature of solution under control. It gives 
a visual check of the process and makes it easy to adjust regulator for dif- 
ferent temperatures. 
Eliminate “‘the human element” in temperature control with Powers auto- 
matic Regulators. They're simple, compact and dependable. They stop 
OVER-heating, prevent “boil-overs,” waste of steam, water wasted by evap- 
oration, burnt plated parts, rejects, decomposition of costly additives and 
loss of volatile ingredients from cleaning solutions. 

Powers Nationwide Service and 24 Hour Delivery in the U.S.A. 

are important time and money saving advantages. Order a 

Powers No. 11-MF Regulator now. Call your supply firm or 

write us direct for Bulletin 330 and prices. (c43) 


THE POWERS REGULATOR COMPANY 


SKOKIE, ILLINOIS | Offices in chief cities in U.S.A., Canada and Mexico 





Over 60 years of Automatic Temperature and Humidity Control 
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BETTER 
FINISHES & 
COATINGS, 
INC. 


268 Doremus Ave., 
Newark 5, N. J. 


2014 East 14th St., 
Los Angeles 21, Calif. 
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KEEP COMTAINER CLOSED 


190 Le WET. 








Polishing Wheel 
Minnesota Mining & Mfg. Co., Dept. 
MF, 900 Fauquier St., St. Paul 6, 
Minn. 


A new device which makes possible 
a new method for polishing all types 
of metal for plating, painting, or arch- 
aitectural finishing, without the use of 
fine grit set-up wheels, rag or sisal 
buffs, or brushes, is called the “PG” 
wheel (polishing and grinding wheel). 
It consists of hundreds of pieces of 
cloth coated abrasives factory-formed 
into a wheel that can be used on rotary 
or straight line automatics, or on 
standard lathes for hand operations. 


The wheel differs from any other 
product currently available, according 
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to the above company, in that it re- 
moves stock as part of its polishing 
action. This abrading-polishing action 
and the wheel’s ability to conform 
enable it to remove mild draw marks 
in the same process in which it gener- 
ates a buff-type finish. 
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One of the major features of the 
wheel is that its rate of cut and the 
micro inch finish it produces remains 
constant from the beginning of a new 
wheel until it is worn down to the 
hub. It is not necessary to increase 
arbor speed to maintain cut during 
the life of the wheel. 

Some of the other major advantages 
of the wheel include: greatly reduced 
downtime on automatic equipment; 
the wheel is cleaner than a_bufling 
operation since it uses oil instead of 
a compound; and the wheel remains 
sharp throughout its life because fresh 
mineral grain is exposed as the wheel 
wears. 

The wheel is adaptable to hand or 
automatic operations, and will take 
the shape of the part being polished. 
The shape will remain constant during 
the life of the wheel. 

Lubrication, of the type presently 
used with some buffing and intermedi- 
ate finishing operations, also helps de- 
velop better wheel finishes and longer 
wheel life. 


Selective Plating 


Dalic Metachemical, Ltd., Dept. MF, 
121 Leicester Ave., Toronto 18, Can. 





The Dalic process, a highly ad- 
vanced method for electroplating lo- 
calized areas is at the present time 
available in the U. S. and Canada. The 
process utilizes a newly designed group 
of air and water-cooled styluses and 
a complete range of special non-toxic 
metallo-organic solutions. These solu- 
tions are capable of plating small areas 
at amazingly high current densities. 
in some cases as high as 6,000 am- 
peres per sq. ft., it is claimed. 


Automatic Parts Transfer 


Wagner Brothers, Inc.. Dept. MF, 
418 Midland Ave., Detroit 3, Mich. 


The new Auto-Loader is a com- 
pletely automatic parts transfer mech- 
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anism which can be adapted to any 
automatic metal finishing mechanism 
operating with an intermittant motion 
Originally designed for automatic 
electroplating machinery, it also finds 
application in any automatic parts 
finishing operation such as anodizing. 





phosphate coating, etching, electro- 
polishing, oxide coating, painting. 
cleaning, ete. 

The primary advantage of the new 
mechanism is that it eliminates the 
labor costs of manual loading. In 
addition, the size and weight of loaded 
racks no longer need to be limited 
by the worker’s strength. Its rugged 
construction will take the heaviest 
loads; its absolute simplicity of de- 
sign minimizes maintenance to an oc- 
casional oiling of the bearings. And, 
unlike some loaders, the device will 
accommodate a monorail conveyor 
system which operates on different 
planes, according to the above manu- 
facturer. 

The transfer mechanism is mounted 
on a reciprocating carriage, moving 
on rollers in a channel track. Cam fol- 
lowers attached to the lifting arms 
duplicate the eccentric contour of the 
side plates to raise and lower the lift- 
ing arms into the loading and unload- 
ing positions. The cycle of the loader 
is controlled by the limit switches of 
the automatic processing machinery, 
actuated by an hydraulic cylinder, or 
an electric drive, to move in perfectly- 
timed unison with the transfer cycle 
of the automatic. Processed parts are 
unloaded from the automatic onto the 
monorail conveyor as unprocessed 
parts are loaded from the monorail 
onto the automatic. 





TECH-TIN 


Pure Tin Plate 
in 5 to 6O seconds 
by immersion only 


Tech-Tin deposits a pure tin coating on brass and 
copper surfaces by immersion at room tempera- 
ture — no electrical current, no expensive equip- 
ment required. Low-cost Tech-Tin quickly provides 
a good soldering surface and mild protection 
_ against corrosion. Recommended for parts iden- 
tification, decorative effects, inside coating pipes 
ol ale MR) ol Xam -5 (oN ob @el-1 | (-1at MR fo] am -Yolo}alolaaltele] Mn oft] | 
finishing. 
Send $2.00 or purchase 
order for sample and 


is a) ’ 1) y ? ° , 
] 5 o 5 * Je 


Jackson 11-4200 


TECHNIC INC., 39 Snow Street, Providence, R. |. 


Send us prepaid sample pound of Tech-Tin with instructions 
for rapid immersion plating. Check (or purchase order) 
for $2.00 is enclosed. 

Company 


Address 


Send Attention of 


PaRGEST ENTERPRISE OF LTS KIND IN THE 











New “Mini-Tumbler” announces its new Mini-Tumbler. As 
Rampe Manufacturing Co., Dept. the name implies, this is a small bench 
MF. 14915 Woodworth Ave., Cleve- tumbler with one gallon volume barrel. 
lead 10: O: Despite its small size this unit is 


claimed to be sturdily built with heavy 
To round out its line of medium construction and parts to stand up 
priced barrel finishers, the above firm, under continuous operation on the 
tumbling of small parts in laboratories, 
foundries, plating shops, screw ma- 
chine shops, lapidary shops and _in- 
dustry in general. The manufacturer 
states that it will turn out work at the 
same speed and of the same quality 
as larger tumblers and at a saving in 
production cost and factory space. 


The tumbler is available with either 





open or closed barrel. All barrels are 
vinyl plastic coated. Power is furnished 
by a 14 H.P. split-phase, 110 volt. 60 
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CIRCO DEGREASERS 


@ will last 
twice as long! 


: 









MODEL OP2 


NOTE THESE FEATURES .. . 


1. Unobstructed tank walls. Condensing 
coil and condensate pan are re- 
cessed providing superior vapor 
control, effective solvent reclama- 
tion and unobstructed working 
area. 

2. Demand type water control. Insures 
using water only when needed, 
thereby reducing operating cost. 
Placement of nickel plated con- 
densate coils in conjunction with 
new type water control eliminates 
water condensation along the side- 
walls of degreaser, thus, prevent- 
ing rusting of the sidewalls and 
acid solvent, increasing the life of 
the degreaser. 


‘e223 


SINCE 





130 Central Avenue, Clark (Rahway), New Jersey 


PER-SOLV  (Perchlorethylene) 


Vapor and Ultrasonic Degreasers * Metal Parts Washers * Dryers * Solvent Recovery Stills 


t4-° @ Reduce solvent 
costs 30% or more! 


@ Cut labor costs! 


@ Up to 40% less 
maintenance! 


3. New pump design. All pump parts 
are fabricated of stainless steel. 
The rotor and end plates are nickel 
clad. Rotating magnetic field drives 
impellor, thus, the pump is com- 
pletely sealed except the intake 
and outlet, preventing leakage. 


4. Lower height. Working height re- 
duced for easy operation. 


5. Built-in storage tank. Holds ade- 
quate reserve for flushing in addi- 
tion to entire contents of degreaser 
sump. 


6. Less floor space. Designed to operate 
from either side. 


OVER 208 STANDARD MODELS... 
including Circosonic ultrasonic de- 
greasers. All backed by nation-wide 
technical field service. 


YOUR INQUIRY BRINGS conppre- 
hensive 32-page vapor degreasing 
manual. 


Offices in principal cities 
CIRCO-SOLV  (Trichlorethylene) 








cycle, A.C. motor. Net weight is 25 
pounds; color is green. The machine 
cabinet measures 16” long by 9” wide 
by 714” high, small 
amount of bench space required. With 
open barrel it sells for $110.00 F.O.B. 
Cleveland, Ohio. 

The manufacturer will gladly send 
information on Mini-Tumbler or other 


showing the 


sizes of barrel finishers up to 8 cu. ft. 
Heat Exchanger 


Niagara Blower Co., Dept. MF, 405 


Lexington Ave., New York 17, N.Y. 


This new apparatus provides water 
saving in industrial cooling and gives 
close control of temperatures (within 
2°F.), according to the above manu- 
facturer. The new machine, which is 


patented, is named the Panel Casing 
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Heat 


evaporation and obtains the tempera- 


Aero Exchanger. It cools by 
ture control by modulating the use of 


outdoor air. 

The fluid to be cooled flows through 
two parallel-mounted coil sections both 
of which are continuously kept 
drenched with a water spray. A por- 
tion of this water evaporates while the 
balance is recirculated by a pump. Ain 
enters through dampered intakes above 
the coils, travels downward through 
the sprays and then enters a central 
plenum between the two sections, at 
which point the entrained moisture is 
eliminated. The air then moves up- 
ward and a propeller fan ejects it into 
the atmosphere. 

The fluid in the cooling coils is 
effectively cooled to a point close to 
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the atmospheric wet bulb temperature. 
1.000 BTU are transferred. 
through the wet coil surface to the air 


a1 
tboul 


stream, for every pound of water evap- 
orated. The action of the air recircula- 
holds the 
constant, Cooling capacity varies di- 
rectly with the heat input load. The 
gradual action of the dampers. ad- 


lion system temperature 


mitting more air when more cooling 
is called for, controls the evaporation 
of the water spray and holds the de- 
sired temperature without “hunting” 
action. If heat is required instead of 
cooling it is provided either with steam 
or electricity by a heater in the spray 
water tank. Much expense is saved be- 
cause the equipment is designed to 
be completely assembled on the in- 
stallation site. Since the casing is 
shipped as flat panels instead of box- 
like shapes the ratio of space to weight, 
and the freight bills, are low. The 
tank is first installed on the owner’s 
foundations or, at his option, may be 
built of concrete according to draw- 
ings furnished. The coil sections are 
assembled over the tank and enclosed 
in panels. Above them the intakes are 
installed and over the central portion 
the fan section is erected. This cre- 
ates the central plenum. All panels 
are removable, any of them may be 
taken down for access to the interior, 
maintenance work. 
This assures long life and simple up- 
keep. The spray nozzles are non-clog- 
ging: nothing that will pass the pump 
screen will lodge in them. 


painting or any 


The heat exchanger may be installed 
anywhere; the usual location is out- 
doors, on the ground or on a roof. In 
this model there are four sizes afford- 
ing capacities from 7,000,090 to 18. 
000,000 BTU/hr. under standard con- 
ditions. The maximum space required 
in ground plan is 194” by 14014”; in 
height 1255<”. The weight range is 
from 9.300 to 20,500 Ibs., approxi- 
mately. The manufacturer also builds 
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both smaller and larger units in other 
types. 


Black Finish for Aluminum 


Birchwood Chemical Co.. Dept. MF, 
1500 West 44th St., 
Minn. 


Vinneapolis, 


Called Alumblack, a new cold chem- 
for 


gives a soft or high gloss finish im- 


ical finish perfected aluminum 


mediately upon application. Only | 
minute is required for drying. 

The surface tension of the product 
is very low which means it can be 
dipped, sprayed or applied with a rag 
or brush. There is no surface spotting 
or density variation and, if left un- 
rubbed, a dull gloss finish is obtained. 
if rubbed. a high-gloss, satin-smooth 
finish will result. Inasmuch as the fin- 
ish penetrates the metal surface, there 
is no measureable tolerance deviation, 
according to company claims. 

Delivery can now be obtained in 30 


for 


touch-up. For larger commercial quan- 


days small parts finishing and 


tities. delivery will take 90 days. 


Automatic Wet Blast Machine 
The Cro-Plate Co., Inc., Dept. MPF, 
(47 Windsor St., Hartford 1, Conn. 


Blast 
wet blast unit for the finishing of jei 


\ new, automatic Pressure 
engine compressor blades finishes both 
sides of the airfoil section at the rate 
of approximately 200 per hour, re- 
moving heat treat scale and discolora- 
tion without stock removal or distor- 
The 


rinse facility for the removal of abra- 


tion. unit also incorporates a 
sive compound after blasting. 
Blades 


simple work holding fixtures which 


are manually loaded on 
grasp at the root. A conveyor indexes 
the 


where a series of moving guns actu- 


blades into blasting chamber 
ated by an air hydraulic cylinder ac- 
the 


Blades are then automatically indexed 


complish finishing operation. 


into the rinse cabinet and around to 





METAL FINISHING, 


October. 


FORMAX 


the Perfect Combination 


FROM START 
TO FINISH 


ZiIPPO 
CLOTH 
BUFFS 
These 


wearing buffs 


famous long- 
run 
cool under all buffing 
conditions. High count 


bias-cut cloth is as- 


Formax produces a complete 


sembled on ventilated 
steel centers. Each sec- 
tion is perfectly bal- Our 
anced and faced—re- ing, 


quires no raking. 


BUFFING 
COMPOUNDS 


line of buffing compounds in 
bar, tube and liquid form. 

extensive 
laboratory and 
facilities are at your disposal. 


ZIPPO 
SISAL 
BUFFS 


You have a pleasant 
surprise coming if you 
haven't tried the new 
Zippo bias-type sisal 
buff. It 
cally developed for 
steel buffing—to blend 
polishing grit lines— 


was specifi- 


manufactur: to cut down stainless 


testing steel—and bring up a 


bright lustre, 


Other Formax products include the well-known C-20 Flexible 
Contact Wheels and F-26 Abrasive Belt Grease Stick. 


Descriptive Catalogs Sent on Request 


the original load section where they 
are manually unloaded. 


BUSINESS ITEMS 





Nankervis Buys American 
Motors Plant 


The George L. Nankervis Co. 
nounced it has purchased a 72,000 


sq. ft. 
occupied by the Nash Division of the 


an- 
manufacturing plant formerly 


American Motors Corp. Located on a 
five acre plot at Fullerton and Whit- 


comb, the facility consists of a one 


and two-story brick and steel structure. 
complete with rail siding and off-street 
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parking space. It was also announced 
that plans were being readied for a 
12.000 sq. ft. addition to the plant for 
executive and general offices and an 
engineering drafting room. Extensive 
plant changes are also contemplated. 
the 
double the amount 


Floor area in new plant will 


now available to 
the company for its operations, which 
include laboratory and production 
testing equipment for the automotive 
and aircraft industries. in addition to 
the 


electro-plating systems. 


engineering and _ installation of 

The acquisition of the plant marks 
the sixth expansion of the company 
in the past five years. It currently oc- 
cupies three buildings at 19255 West 
Davison and at 19200 and 19208 Glen 
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Casalbi GIVES YOU 


safety «- economy «- convenience 


Fingertip tilting brings you the advantages of faster tumbling 
cycles, reduced operator fatigue and savings of floor space 
in your finishing department. Globe’s new tilting mechanism 
enables your operator to quickly move the barrel to pre-se- 
lected or manually selected operating position by means of a 
simple, 3-position reversing control. 


what’s your finishing problem? 


Let CASALBI’s experimental engineering service analyze your parts finish needs. 


Send samples of parts and completed piece to show desired finish. CASALBI will 


provide detailed cost-saving finishing recommendations. 


gation, of course. 


Write today! No obli- 


Write Dept. 44 for Tumbling Barrel Bulletin C-1 


Casalbi Company 


WEST GANSON & WAYNE > - JACKSON MICHIGAN 
GLOBE tumbling barrels have been serving industry since 1902 








dale. Moving operations are scheduled 
for the first of the year. 


Rhodes Purchases 


National Buff Co. 


James H, Rhodes & Co., Chicago. 
Ill. and Long Island City, N. Y. an- 
nounce the purchase of the principal 
assets and manufacturing facilities 
along with patent rights to air-cooled 
bias buffs of the National Buff Co.. 
New York, N. Y. and Hawthorne, N. J. 


Change in S. A. Day 
Management 

Management of the S. A. Day Mfg. 
Co. changed February 1, 1955, after 
43 years of continuous operation by 
the Day family. It was originally 
founded by Stanley A. Day in 1912. 
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and continued successfully by his son, 
Harold A, Day since 1944. The present 
ofhcers and directors are as follows: 

J. L. Martin, president. 

E. B. Wilson, Vice-President. 

J. H. Bowling, Secretary. 

F. H. Baldwin, Treasurer. 

Mr. Baldwin will also serve as gen- 
eral manager for the firm. which 
manufactures buffs, buffing com- 
pounds, and polishing wheels, and acts 
as a distributor of a complete line of 
plating chemicals, supplies, and equip- 
inent. 

For the last seven years. Mr. Bald- 
win was associated with The Ethy! 
Corp., serving in its Detroit research 
laboratories and on the product de- 
velopment staff in New York. From 
1947-1949 he was associated with 
Shell Chemical Co. in Houston. Tex. 

A native of Albany, N. Y., Mr. 
Baldwin reecived an AB degree from 
Hobart College, Geneva, New York 
in 1942 and an MLS. degree in organic 
chemistry from Cornell University in 
1947. During World War II, he served 
as an officer and research chemist at 
the Naval Research Laboratories in 
Washington, D. C. 

Mr. Baldwin brings to the firm an 
intimate knowledge of chemical prod- 
ucts and processes as well as market- 
ing experience. He is a member of the 
American Chemical Society, American 
Oil Chemist Society and the Chemical 
Market Research Association. 


Pope Assigned to Pennsalt’s 
Cleveland Territory 


Alfred H. Pope of the administra 
tive staff of the Pennsylvania Salt Mfg. 
Co.’s Metal Processing Chemicals De- 
partment has been named sales rep- 
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Alfred H. Pope 


resentative in Cleveland. He will suc- 
ceed James Keers who was recently 
transferred to Detroit. 

Mr. Pope, a graduate of Pratt In- 
stitute. has been associated with Penn- 
salt since 1943. For 7 years, he served 
as a member of the Whitemarsh re- 
staff and assisted in the de- 
velopment of many of the metal pro- 


search 


cessing chemicals now included in his 
product line. Later, while assigned to 
the technical service staff. he gained 
additional specialized experience in 
the metal processing chemicals field. 


Dalic Appoints Marlane as 
U. S. Distributor 

Dalic Metachemical, Ltd. of Toron 
to, Canada, announces the appoint- 
ment of the Marlane Development Co. 
of 153 E. 26th St., New York City, as 
a distributor for the Dalic process of 
selective localized electroplating. 


Marlane, a consulting firm special- 
izing in the development of modern 
processes for plating and engineering 
industries, will be completely respon- 
sible for all inquiries and_ technical 
servicing of the process. 


McFarland Named President 
of Atlantic Compound 


William R. McFarland 
named president and general manager 
of Atlantic Compound Co. of Water- 
bury, Conn. 


has been 


Under his direction a program of 
expanding production facilities is un- 
derway to meet the demand for grease- 
less polishing and buffing compounds 
in all grades and grit sizes. 

Mr. McFarland was for several 
years with the Lea Manufacturing 
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The only filter on the market you can LEARN 10 W711 3 IN ONE MT 
CLEAN COMPLETELY IN LESS THAN 15 MINUTES! 














Newark 
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William R. McFarland 
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Selker 
DOUBLE DUTY FILTERS 


Cuts filter cleaning time to less than 15 minutes 


No filter on the market can be completely cleaned and reassembled as 
fast as a Sel-Rex DOUBLE DUTY Filter. 


The entire Annular element is secured to the tank cover—lifts out freely 
and easily for cleaning, either by hand or with the sturdy, hand-operated 
davit mounted on the tank of larger units. Messy handling of wet and 
dirty elements is eliminated—you can even clean an element used for 
carbon treatment without soiling your hands! 


Other outstanding advantages: 


Completely new Sel-Rex-designed mechanical seal 
pump sharply reduces maintenance. Pump seal re- 
placement method has been simplified. 


The compact design saves valuable shop space _.. the 
new Annular element gives DOUBLE the amount of 
filtration area and speed in the same space required 
by other filters. All Sel-Rex DOUBLE DUTY Filters 
can be used with either the new Annular element or 
porous stone—no additional parts are required for 
conversion. 


Standard models from 250- 
18,000 GPH capacity 

Larger models built to speci- 
fication. 


You con nen 9 erate 
, rN to 

pe °Perations ps ws 
ban Precoat Ps 
pee ackwashin, or le we 
°F — even if v fen 
pPerated a fhe 

— Simplified e m 
O-read j an 


229 Main Streei, Belleville 9, New Jersey 


Detroit Los Angeles 











on conveniently Tet 
« €o 
wombered for quick 
WRITE TODAY FOR ADDITIONAL Sntification, 
INFORMATION OR QUOTATION ® 
BART-MESSING CORPORATION | 


Company in various managerial ce 


pacities. 


a-~ 


Atlantic is now packaging grease- 


less compounds in foil lined 


fiber 


hoard containers as well as the stan- 


dard aluminum tube. This type 


of 


packaging is claimed to provide sav- 


ings to users without 


high quality of the compound. 
Diversey Names New 
Division Manager 


The appointment of J. O. Slaybaugh 


as division manager of The Divers 


Corporation’s Cleveland Division was 
recently announced by W. E. Noyes, 


vice-president in charge of sales. 
Slaybaugh joined the sales staff 
1941. 


After serving in the 


armed 


effecting the 


ey 


in 
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Micro-ohm Resistance is 
uniformly LOW when 
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Aluminum is Deox 


for Spotweldin 
patented 
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ance, spot and seam welding. 





bath life. 


*U.S. Patent No. 
2,710,792 









KELITE exclusive, patented* 
PROCESS 822 —a liquid miscible in 
water—removes oxides and scale and 
prepares aluminum alloys for resist- 


Signiticant advantages: low ‘“‘pull- 
test” mean and standard deviations 
on welded specimens; exceptional 
“mileage” performance on welding 
tips; no volatile or flammable sol- 
vents; no toxic or corrosive vapors; 
no hexavalent chrome waste dispos- 
al problem; 1 to 2-year minimum 
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1250 N. Main Street, Los Angeles 12, California 
Service Offices in 98 U.S. Cities and 16 Countries Abroad 


Plants and Division Offices: Los Angeles, Berkeley Heights, N.J., 
Chicago, Dallas, Mexico City, Toronto 


CLEANING 


PROCESSING 
Com POUNDS) 






PROCESS 822 quali- 
fies for Class I 
Aircraft Welding. 


Write Or 
Phone 
KELITE 
for 
technica| 
data. 





forces during World War II, he re- 
turned to the company as a field repre- 
sentative. Successive promotions to 
district manager in 1951 and assist- 
ant division manager in 1954 led to 


this new assignment. 
Engelberg Huller Names Whitt 


Earl B. Whitt has been named sales 
engineer in the mid-Atlantic territory 
for the Engelberg Huller Co., Ince.. 
Syracuse, N. Y., manufacturers of 
abrasive belt machinery. 

Mr. Whitt will make his headquar- 
ters at 41 Burnet St., New Brunswick, 
N. J. His new territory will include 
Maryland. 
eastern Pennsylvania, and metropoli- 
tan New York City. A native of Syra- 
cuse. N. Y.. Mr. Whitt attended tech- 


Delaware, New Jersey. 
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Earl B. Whitt 
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nical school there and was a member 
of the methods engineering staff of 
the Porter Cable Machine Co. before 
joining Engelberg Huller. 

During World War II, he served ir 
the | 


for four years. 


.S. Army in the European theate1 


Wagner Brothers Appoints New 


Director of Purchases and 
Inventory 





William W. Watson 


William W. Watson has been named 
director of purchases, inventory and 
budget control of Wagner Brothers 
Equip. Co., announces Joseph R. Wag- 
ner, president. 

Prior to joining this firm. Watson 
was a buyer for the Garland Mfg. Co., 
from 1946-1955. 


Mandersecheid at New Location 


The Manderscheid Co., manufactur- 
ers of metal finishing supplies and 
equipment. announces that it has 
moved to more modern quarters at 
210 So. Clinton St.. Chicago 6, Ill. 
The new telephone number is State 
2-§662. 

Battelle Chemical Polishing 
Patent Unheld 


A consent decree was entered on 
August 1, 1955, in federal court in 
New York in favor of The Pattelle De- 
velopment Corp. for infringement of 
its chemical polishing patent No. 
2.446.060. The 
Harstan Chemical Corp. Batielle’s li- 


defendant was the 


censee in the New York area, The 
Enequist Chem. Co., Inc., was a joint 
plaintiff with Battelle. 

As a result of this decree, Harstan 
will cease to market its Shinol 6 chem- 
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ical polishing composition and will 
destroy its present stock. In a sepa- 
stated 
that it did not contest the validity of 


rate stipulation Harstan also 


the patent. 


Infileo Promotes Kominek 
Edward G. Kominek has been pro- 
moted to the position of general sales 
manager of Infilco, Inc., manufacturer 
of equipment for the treatment, hand- 





Edward G. Kominek 


ling and measurement of liquids. In his 
new position Mr. Kominek will have 
general supervision of all sales repre- 
sentatives in the country, as well as 
for Infilco Canada, Infilco Mexicana 
and offices in other foreign countries. 
His headquarters will be at the main 


office in Tucson, Ariz. 
Mr. Kominek has been assistant 
sales manager since 1950. and is a 


ASTM, ACS 


written 


member of A. I. Ch. E.. 
and TAPPI. He 


articles for numerous publications on 


has many 
the treatment of liquids and their dis- 
posal and has contributed important 
patents to the company. 

Mr. Kominek has been with the com. 
pany since 1937 when he joined it as 
a research chemist with the exception 
of a brief leave of absence in 1944-°45 
when he was loaned to the Houdaille- 
Hershey Co. to supervise their atomic 
energy plant at Decatur. Ill. 


Ivins Named to H-VW-M 
Electrical Sales Post 

Clinton F, Ivins, Jr.. has been ap- 
pointed assistant manager of electrical 
sales at Hanson-Van Winkle-Munning 
Co. He will be particularly concerned 
with the marketing of low voltage 
rectifiers and will have general re- 
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eye plating thickness 
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Simple steps .. . 
accurate result 


to quick, 
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to be tested and clip lead wire to 
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tin zine alloy 
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e WIDE THICKNESS 
RANGE 
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the test and upon completion 
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VIRTUALLY AUTO- 
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a ELIMINATES HUMAN 


TAKE THE READING directly from 


the counter on pane! i.e. 0.0004! 


ELEMENT 


Don't delay' See how the Electronic 


Thickness Tester can solve your prob 


lem. Write for literature today 


4802 S. ST. LOUIS AVENUE 
CHICAGO 372, ILL. 


sponsibilities in the entire electrical 


sales program. under electrical sales 
manager P. Ross Lyons. 

Prior to joining H-VW-M at the end 
of last year as an electrical sales engi- 
Ivins with the 
Keuffel & Esser Co. as an assistant to 
the vice-president. Before that he was 
with the Public Service Electric 


Co. of New 


power sales engineer. 


neer, was associated 


& Gas 
Jersey as an_ industrial 
Ivins received his B.S. in engineer- 
ing at Princton in 1943 and did grad- 
vate work in electrical engineering at 
Harvard and M.I.T. After the war he 
atiended the Graduate School of Busi- 
ness Administration at New York Uni- 
versity. He is a member of the Amer- 
ican Institute of Electrical Engineers 
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QUARTZ IMMERSION HEATER 


Here is an immersion heater with all of 
the plus features. Constructed with a pure 
fused quartz shell, it is chemically inert 


DEPENDABILI ly; % 











from practically all solvents. 















For Control of Corrosive 
Liquids and Gases 


The “THERM-X” heater is available in 
lengths from 10” to 72”, from 100 to 
10,000 watts and 115, 230 and 440 
volts. Heater supports and protection 
tubes are also available. Put these newly 
developed heaters to work for you and 
be SURE you are using the finest. 


“SNAP-ACTION” QUARTZ THERMOSTAT 


An outstanding development in heat con- 
trol. Immune to chemical attack but ex- 
tremely sensitive to temperature. Finger 
tip control by adjusting simple dial. 
RATING: 22 Amperes at 120-240 volts. 
Capillary tubing length 36” 


N.J. THERMEX COMPANY, INC. 


535 BERGEN STREET, HARRISON, N. J. 








’ 
QUARTZ 
THERMOSTAT 














and the American Society of Mechani- 
cal Engineers. 


Klem Opens West Coast Plant 

T. Curtis McKenzie, president of 
Klem Chemicals, Inc., Dearborn, Mich.., 
announces the opening of Klem Chem- 
icals, Inc. of California, located at 
1905 North Central Ave., El Monte, 
Cal. and the appointment of Jack 
Borkman as general manager. 


The new plant is fully equipped to 
handle all West Coast production of 
both liquid and powder metal clean- 
ing, rust removing, phosphate coatings. 
paint removing and spray booth com 
pounds. It also has complete labora- 
tory facilities for maintaining service 
on all commercial problems. 
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Mr. Borkman has been established 
for many years in the metal cleaning 
field on the West Coast and is asso- 
ciated with Mr. McKenzie in this new 
plant. 


Allied Appoints Cairns 
Sales Manager 


J. A. Cairns has been appointed sales 
manager of Allied Research Sales 
Corp., Baltimore, Md., effective Sep- 
tember 1, it has been announced by 
L. C. Kingsbury, vice-president in 
charge of sales. 


Mr. Cairns joined the organization 
in 1948 and in 1951 was made district 
sales manager for the eastern Pennsyl- 
vania-northern New Jersey territory. 
In 1954, he was brought in‘to the 


J. A. Cairns 


Baltimore home office as manager of 
special projects. In his new capacity 
as sales manager. Mr. Cairns will have 
jurisdiction over the company's direct 
sales districts as well as the distributor 
organization and the warehouse net- 
work. He will report directly to Mr. 
Kingsbury. 

Prior to joining Allied. Mr. Cairns 
had acquired 12 vears of production 
plating experience at the General Elec- 
tric Co. in Philadelphia, as well as at 
the Ronson Lighter Co. He had also 
been a finishing specifications engi- 
neer at R.C.A.. Camden, N. J. 

Mr. Cairns holds a degree in chemi- 
cal engineering from the Drexel Insti- 
tute of Technology and is a mémber 
of the American Electroplaters’ Soci- 
ety and the American Society for 


Metals. 


U. S. Hoffman Appoints Wallace 

Charles A. Wallace has been ap- 
pointed manager of the /ndustrial Fil- 
tration Division of the United States 
Hoffman Machinery Corp., according 
to announcement by Revis L. Stephen- 
son, vice-president. 





Formerly assistant division man- 
ager, Wallace has been with the com- 
pany 24 years. He previously had been 
a machine tool engineer and before 
that an automotive engineer. He is a 
graduate of the Massachusetts Insti- 
tute of Technology. 


Stauffer Names Haslanger 


The appointment of Robert U. Has- 
langer as director of industrial sales, 
Stauffer Chemical Company, was an- 
nounced recently. Mr. Haslanger, who 
will continue to make his headquarters 
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Robert U. Haslanger 


in New York City, had been Eastern 
sales manager. The appointment fills 
the vacancy created by the death, 
some months ago, of 7. A. Haschke. 


Stearns New Export 
Officer for Dow 


Jack C. H. Stearns, in an executive 
position with the Dow export com- 
panies for the past year and a mem- 
ber of the export board of directors. 
has been elected to the newly created 
ofice of executive vice-president of 
Dow Chemical International Ltd. and 
Dow Chemical Inter-American Lid. 
it is announced by Clayton S. Shoe- 
maker, president of the export com- 
panies. 

Stearns started with the company in 
1937, hantling general magnesium 
sales in the Middle West until 1939. 
For the next five years he served as 
assistant to the magnesium sales man- 
ager and in 1944 became manager of 
ingot sales. He was appointed to an 
executive position with the export 
companies in July 1954 and elected 
to the export board of directors in 
December of the same year. 


Diamond Alkali Announces 
Personnel Changes 


Five assignment changes in the 
field sales and service organization of 
Diamond Alkali Co. have been an- 
nounced at its national headquarters 
by W. H. McConnell, vice-president- 
sales. 

Robert R. Wood, a member of the 
New York sales staff since January, 
1949, has been promoted to the posi- 
tion of special staff assistant in the 
sales department at Cleveland, effective 
approximately September 1, 1955. His 





PLATING EQUIPMENT STANDS UP LONGEST. . . 
with a COATING OF STANLEY CUSTOM PLASTISOL 


details to Stanley Chemical, 81 Berlin 
St., East Berlin, Conn. 

Midwest representative: Russ-Howell 
Agency, Detroit and Grand Rapids. 


Ask for FREE Bulletins /e : 
on Stanley plating rack y 7 we 


coatings. 


Racks and other containers handle 
work with care if they’re coated with 
one of Stanley’s complete line of 
plastisols. High resistance to most 
chemicals plus a slick surface for fast 
drain-off and minimum carry-over add 
up to surface protection that lasts. 
If your operation uses trichlorethylene 
or perchlorethylene, specify Stanley 
77X-1078 orange plastisol. Write for 





TANLEY 


LACQUERS 
SYNTHETICS 








F HEMIGAL 


TALE 
ENAMELS 





successor at New York is C. Robert 
Powell, who has been transferred 
from Cincinnati, where he is being 
succeeded by Charles H. Gillespie as 
sales representative in the Louisville 
area. Charles B. Kayser, on the Cin- 
cinnati sales staff since May, 1948, will 
now represent the company at Colum- 
bus, with headquarters at Columbus, 
Ohio. 

Louis P. Lambros, formerly of the 
central order department at Cleveland, 
has been named to succeed Mr. Kayser 
in Cincinnati. These last four changes 
are effective immediately. 

Wood, a native of Fair Lawn, New 
Jersey, joined the company following 
graduation in 1948 with an A.B. de- 
gree in chemistry from New York Uni- 
versity, College of Arts and Sciences. 
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He also pursued engineering studies 
at the New York College of Engineer- 
ing and Pratt Institute. He is a World 
War II veteran, having served as an 
officer in the U. S. Army Chemical 
Warfare Service for four years. 
Born in Scranton, Pennsylvania, 
Powell is a chemical engineering grad- 
uate (1950) of Pennsylvania State 
University. He has been affiliated with 
the company at Cincinnati since 1951. 
Gillespie, a native of Fairport Har- 
bor, Ohio, earned an A.B. degree from 
Colgate University in 1949, then joined 
Diamond as a chemist, and was later 
transferred to Cincinnati in a sales 
capacity. A Marine Corps veteran, he 
is a member of Alpha Tau Omega and 
the Veterans of Foreign Wars. 
Kayser, born in Cincinnati, Ohio, 
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attended the University of Cincinnati, 
where he was awarded his B.S. degree 
1952. A World Wat 


Il veteran. his professional afliliations 


in Commerce in 


include membership in the American 
Klectroplaters Water 
Works Waste 


Association, and the Cincinnati Paint 


Society. the 
Association. Industrial 
and Varnish Association. 


Lambros, a native of Lakewood. 
Ohio, joined the company in Septem- 
ber. 1954. as a staff assistant in the 


central ordet depariment. 


United Chromium 
Honors Stareck 

\ dinner was held recently in New 
York to honor Dr. J. E. Stareck upon 
his completion of 20 years service 
Stareck 


was presented with a gold watch by 


with United Chromium. Dr. 
R. O. Loengard, vice-president of Metal 
& Thermit Corp. 

Dr. Stareck has held the position 
of director of research United 
Chromium since 1941 and, when the 
company became a division of Metal 
& Thermit in May of this year he was 
made director of research for the par 


with 


ent company. 





Dr. Jj. 

of Metal & Thermit Corporation is presented 

with a gold watch on the occasion of his 20th 

anniversary with the company, by R. O. Loen- 
gard, Vice-President. 


E. Stareck (left) Director of Research 


Dr. Stareck attended the University 
of Kansas where he received his M.A. 
in 1930. While working on the thesis 
for his doctorate he discovered the 
process of color plating now known 
as Electrocolor. In 1933 he was award- 
ed the Roy Cross Research Fellowship 
to further his stud‘es of color plating. 
Dr. Stareck Ph.D. in 
chemistry in 1984 and. in 1935, joined 


received his 


United Chromium in the research Jab- 
oratory. He continued his research on 
Klectrocolor and shortly developed the 
related 


process of  electrodepositing 


patterns known as Patternplate. In 
1939 he Edward 


Longstreth Medal for these contribu- 


was awarded the 


tions in the field of coloring metals. 


Other processes developed under his 


cirecltion in recent years are copper 
plating from pyrophosphate solutions, 
chromium plating. and 


high speed 


crack-free chromium. 


Simplex Appoints New 
Sales Engineer 

The Simplex Valve & Meter Co., 
with headquarters at 7 East Orange 
St.. Lancaster, Pa., announces the ap- 
pointment of Hugh J. McNelis as sales 
engineer for their Chicago, Ill. office. 
He came to the firm in January 1952 
as a service engineer for their Phila- 
delphia, Pa.. office. 

Working in conjunction with A. F. 
Barron, sales representative, his terri- 
tory will include Northern Illinois, 
Northern Indiana and Western Mich- 


gan. 
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Mckeown Appointed Manager, 
Cochrane Philadelphia District 
Sales Office 

Cochrane Corporation, Philadelphia, 
manufacturers of water conditioning 
equipment, steam specialties, and con 
densate return systems. recently an- 
nounced the appointment of M. C. 
WcKeown as Phila- 
delphia district sales office. 

Mr. McKeown 
tor of the Water Treating Division of 
the firm and 
training. He is the author of numer- 


manager of the 


was technical direc- 


manager of technical 
ous papers on water conditioning and 
has often lectured on the subject. His 
background will serve as an invaluable 
aid in solving complex problems in 
water treatment in the Philadelphia 
area. 


Ronea Elected Chairman of 
Technical Committee of 
Abrasive Grain Assn. 


F. Paul Ronca, manager of the sili- 
con carbide product engineering de- 
partment of The Carborundum Co. 
was elected chairman of the Technical 





the eleven manufacturers and 


pro- 


cessors that make up the association. 

\ graduate of Worcester Polytech- 
nic Institute, Mr. Ronca has been as- 
sociated with the production of abra- 
sive grain at The Carborundum Co. 
for thirty-one years. He is a member 
of the American Chemical Society, the 
National Association of Foremen, and 
the American Society of Quality Con 


trol. 
\ native of Barre, Vermont, Mr. 
Ronca now lives in Niagara Falls, 


makes a home for 


a 


his wife and two children. 


where he 


Oakite Appoints 
Phoenix Representative 





Oakite Products, Inc., manufactur 


F. Paul Ronca 


ers of industrial cleaning and metal 
treating materials, have announced the 
appointment of John C. Mullarkey as 
the company’s technical service repre- 
sentative in Phoenix, Ariz. Mr. Mul- 
larkey, formerly a contractor in South- 


Committee of the Abrasive Grain 
Association. 
The function of the Committee is 
to set up and standardize grain size 
and related technical specifications 
having to do with the manufacture of | ern California, recently completed an 
intensive training course at the com- 
pany’s New York headquarters and in 


the field. 


abrasive grain. This Committee works 
with the United States 
Standards as_ the 


Bureau of 
representative of 











ALL DAVIS-K 
Gold Plating Solutions Are: 


Made in all colors 

Color-constant 

Tarnish-Resistant 

Brilliant in Finish 

Bottled by Troy weight 

Made from assayed US Treasury 
Gold only 

e Ready for immediate use 


NOW AVAILABLE — Variable-type Tank 
Rheostats . specifically designed for 
Precious metal plating. 





... Will Save You Time! q 
... Will Save You Money! 
... Are Unconditionally Guaranteed! 


Davis-K, through constant research and quality control methods, 
has consistently maintained its position as a leader in the 
metal plating field. 


ONE OPERATION 


Antique Gold Solution 


e POTASSIUM GOLD CYANIDE SALTS 
e LUSTROUS WHITE RHODIUM SOLUTION 


We are fully equipped to reclaim old gold and rhodium solutions. 








———————————————————— 


\ e HARD GOLD SOLUTION — pavis-k 

Research has developed this NEW Hard Gold Solutior 
specifically for printed circuits and electronic parts. This 
amazing new product cuts Gold Deposit 50%, has maximum 
resistance to contact and abrasion, and has high throwing 
power. There are no control problems and it plates at low 
temperature. Small samples will be plated at no charge. \ 













\ ll Glittering Elegance Reflects Lasting Quality.” 
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Van der Horst to Establish 
Faciliiies in Chicago 

Dr. Hendrik van der Horst, presi- 
dent of the Van der Horst Corp., has 
announced that the corporation will 
establish plant facilities in Chicago 
The company has purchased the in- 
2610 
South Shields Ave.. Chicago. consist- 


dustrial property located — at 


ing of 37,000 sq. fi. of manufacturing 
15.000 sq. ft. of 


facilities and vard 





Dr. Hendrik Van der Horst 





space. The plant location is served by 
the Canal Street team tracks, 

The company, one of the world’s 
largest heavy industrial electroplating 
organizations, has additional plants in 


New York: 


Hilversum and Zwolle. 


Olean and Salamanca. 
Terrell, Texas; 
Holland. 

Initial installations at the Chicago 
plant will provide for a 48,000 ampere 
plating capacity. The new plant is ex. 
pected to be in production early in 
1956. 


D. R. Glover is Named 
Sales Representative 

Dixie Solvents & Chemicals Co. of 
Louisville Ky. has announced that D. 
R. Glover has joined the firm as a 
sales representative. 

Glover formerly was personnel man- 
ager for Philip Morris before resign- 
1954 to enter the sales field. 
He is a University of Louisville gradu- 


ing in 


ate and he is currently a director of 
the Louisville junior chamber of com- 
merce. 

Dixie Solvents & Chemicals opened 
a plant in Shively in 1954 and markets 
industrial chemicals. It is one of seven- 
teen plants operating throughout the 


affiliated 
w.th the Solvents & Chemicals Group. 


midwest and sou.h and is 


Pennsalt Establis‘ies New 
District Sales Territory 
Cincinna'i has been selected as head- 
quariers of a new district sales terri- 
tory for the Metal Processing Chemi- 
cals Dept. of ihe Pennsvlvania Salt 
Vie. Co. 
Derected by 


district sales managei 





Frank Wilcher 








| « BUFFIT 
: Liquid buff 


f x nue 

: Cold flexible glue 
since 1937 

: x BRUSHIN 


Grain and Nu 
since 1941 











EQUIPMENT 


Guns, pumps, 
since 1945 


TE 7 a epReeRRts 


cg nu spRA GLU 


ing compound 
since 1945 


cg nucll 


glu mixture 


. SPRAY BUFFING 


BUY 


RE 


A BETTER SOURCE OF DC POWER — 
MORE FOR YOUR MONEY 


% Operate from —40° to 225° F. 

* 50 to 50,000 Amperes DC 

* Built-in Voltage Regulator and Meters 
* Heavy Duty Transformers, Husky Fans 
Two styles available—1 
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ry 
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rugged and 


‘ per sul- 
phide for the hot, dirty jobs. Units still 
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Replacement Rectifier Stacks 
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sulphide rectifiers 
moke your plating power supply more 
hl BA 4 





















Model 4045—750 amps at (2 
volts DC—i500 amps. at 6 





















radiator fins for fast heat dissipation 
and lighter weight. Matching pairs. 
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220 or 440 A.C. Weight 525 
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Bill Wilson, the staff will include sales 
representatives Jack Cram, Frank 
Wilcher and Clay Brahm, and technical 
services representative Allan Lenio. 


Kleppinger New V-P of 
General Ceramics’ Chemical 
Equipment Division 


W. D. Kleppinger, formerly general 
manager of the Chemical Equipment 





i 


W. D. Kleppinger 





Division, has been elected vice-presi- 
dent of this division by the General 
Ceramics Corp., it was announced by 
Henry Arnhold, President. 

Mr. Kleppinger will continue to 
make his headquarters in the general 
offices and main plant at Keasbey. N. J 


Permutit Promotes 
Production Personnel 


The Permutit Co., New York. man- 
ufacturers of ion exchangers and 
water conditioning equipment for com- 
mercial and industrial applications. 
ha. announced the promotions of H 
V. Appleton and H. Plymire, accord- 
ing to George N. Proctor, vice-presi- 
dent. 

Mr. Appleton has been appointed 
assistant plant manager of the Lan- 
caster, Pa. manufacturing division. He 
will have as his direct responsibilities 
the office staff, production control, in- 
dustrial engineering and personnel. 

Mr. Plymire has been appointed to 
the position of plant superintendent 
and will be responsible for all machin- 
ing and assembly operations of Per 
mutit and Simplex Valve & Meter Com- 
pany apparatus, as well as the mainte- 


nance of equipment, plant and prop- 


Steel Fabricators, Ine. 
Established in Detroit 


Another move was made recently to 
round out the ARco list of manufac- 
turing facilities and industrial services 
with the establishment of a new sub- 
sidiary. AReo Steel Fabricators, Ine. 
Heading the new company is R. A. 








R. A. Jackson 
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‘YOU TIED UP. . 





The CLAIR model 202, or one of seven other basic Clair 
models may well be the answer. Model 202 employs the same 
fundamental features so outstandingly characteristic of all 
CLAIR machines . . . Direct line actuation . . . Hydraulic 
and Air cylinder controls . . . Sealed Anti-Friction bearings 
- . . Interchangeable parts, etc. 


fatigue! 






Horizontal Design offers - - - 
Waist high loading - - less operator 


Better Visibility! 
Rolls can be changed in two minutes! 
Easier to exhaust and keep clean! 


























MODEL 202 double roll assures 
uniform and simultaneous coverage 
of both sides at any pre-determined 
buffing pressure, over flat or con- 
toured surfaces. “It Floats On Air”. 
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Roi! pressure “ae . 


control cytinder 


COUNTER BALANCED FLOATING MOL ASSEMBLY 
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MANUFACTURING CO., Inc., OLEAN, N.Y- 


Offering the Most VERSATILE Line of Surface Finishing Machines 











Pickling Pete 
Sure as fate 
——_Picks Monel 














extra life 
extra capacity 
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~xtla safety Atta, Monel Pickling Equipment 


For lighter weight 


What makes Monel lighter? High strength (thin 
sections handle big loads) plus Monel’s acid resistance 
(less corrosion allowance). Easy-to-repair Monel 
gives long life, too. Free booklet, “5-Way Savings in 
Pickling,” is worth writing for today. 


THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street, New York 5, N. Y. 
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“Jack” Jackson, general manager, a 
well-known personality in Detroit and 
Cleveland siruciural steel and fabrica- 
tion circles. 

The new firm will specialize in de- 
sign, fabrication, assembly, construc- 
tion, and installation of processing 
equipment for every phase of industry. 
fn many respects, this subsidiary will 
complement Automotive Rubber Com 
pany’s rubber processing operations 
by furnishing the latter with tanks, 
vessels, pipe, fittings, and a variety of 
fabricated equipment for the applica- 
tion of corrosion-resistant rubber and 
plastic coatings and linings. 

Recently built and equipped, the 


new plant is located on property ad- 
joining the parent company's general 
offices, laboratories, and lining plant 
at 12550 Beech Road, Deiroit. 


United Chromium Adds 
Warehousing Facilities 
in Mid-West 

To provide quicker, more conveni- 
ent service to customers in the Chi- 
cago territory, United Chromium Di- 
vision of Metal & Thermit Corp. has 
established warehousing facilities at 
415 East 151 St., East Chicago, Ind., 
it was announced by Henry Mahlstedt, 
divisional sales manager. 





The Chicago sales office, now loca- 
ted at 208 5. LaSalle St., has also been 
moved to East Chicago. The ware- 
nouse and sales office will be integrated 
with the parent company facilities at 
Kast Chicago. Willard Carier, sales 
manager of the Chicago office, will 
head up the United Chromium opera- 
tion there. 


Rampe Appoints Southern 
California Representative 

Rampe Mig. Co., 14915 Woodworth 
Ave.. Cleveland, Ohio, have recently 
appointed Mido Products, ‘Torrance, 
Calif. as Southern California repre- 
sentative for their line of small and 
medium sized tumbling units. 


Metal Parts Sales Company 
Launched 

Metal Parts Sales Co. has been 
newly organized to handle the sale 
of tumbling barrels developed by the 
Metal Parts Finishing Co. They are 
located at 66 Chapel St., Newark 5, 
N. J. 

The associates in this firm are Steve 
Yacus and A. F. Vonder Linden. 














Looking for a 


BETTER FINISH? 


TAILOR-MADE 


BUFFING AND POLISHING 
COMPOUNDS 


for Aluminium, Brass, Copper, Stainless Steel, 
Carbon Steel, etc. 


CAKE, DIP AND SPRAY 
CEMENT AND THINNER 


for setting up wheels, belts and rolls. | 


HARRISON & COMPANY, INC. 
HAVERHILL, MASSACHUSETTS 


@ COATINGS 
@ PLATING RACKS 
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For ALL Your 
Metal Finishing Needs 
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The Southwest’s Leading Supplier of 
Industrial Plating and Polishing 
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@ ENGINEERING 
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D. B. Gooch Associates to 
Represent Vanton Pump 
in Southeast 


The appointment of D. B. Gooch 
Associates, Birmingham, Ala., as rep- 


for Pump & 


Equipment Corp. was announced by 


resentatives Vanton 
sales manager Gerald Lewis. The terri- 
tory to be covered by exclusive repre- 
Ala- 


bama. Tennessee, Florida and Georgia. 


sentation includes Mississippi. 


D. B. Gooch Associates, whose per- 
sonnel are all chemical or mechanical 
engineers with extensive experience in 
the chemical and allied process indus- 
tries, is well equipped to service the 
manufacturer's pump _ installations. 
Since the design of the pump is such 
that it is used primarily for the hand- 
ling of corrosive or hazardous liquids, 
the broad processing background of 
the new representatives is expected to 





square feet of manufacturing and re- 
search area to its present facilities 
was announced recently by Dr. J. A. 
Neumann, president of the American 
Agile Corp., 5461 Dunham Road 
Maple Heights (Cleveland), Ohio. The 


new addition, when completed early 











provide the technical assistance needed 
to keep up with expanding sales of 
this unique plastic pump. 


Consolidated Engineering 
Appoints Nunan 

J. Kneeland Nunan, president. Con- 
solidated Vacuum been 
named to the newly created post of 


Corp., has 


American Agile Announces 


Major Plant Addition vice-president and staff advisor to the 


The addition of more than 10,000 president of Consolidated Engineering 





de % 


| 
it gig ine ES 





this fall, will nearly double the exist- 
ing plant facilities. 

The situated 
on a ll. acre site in suburban Cleve- 
land: additional land is still available 
for another building expansion set for 
1958. 


present facilities are 


Corp., according to an announcement 
by Philip S. Fogg, president and chair- 
man of the board of the parent com- 
pany. In his new position, Nunan will 
act as a special advisor to Fogg on 


company policy matters relating to 


management, marketing, and _ public 
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your 


STORTS has the answer 
to your special coil problems 


LONG EXPERIENCE in fabricating coils to fit 
special requirements — thousands of “different”’ 
coils made for neating, cooling, spraying — coils 
of all shapes — and of all commercial metals — 
fashioned to order by Storts coilmen for par- 
ticular customers. This long experience assures 
correct shaping, structural soundness, efficient 
performance, complete satisfaction. Let us 
quote on your special coil needs. 


ROOF 





finishing 

needs 

UNDER 
ONE 


ASS é Wo, 
“<< = oO 4 oF 

Ps Ne 

/ ‘ 


J. Holland & Sons offers 
you the most comprehen- 


sive operation in the entire 
finishing industry. Because we main- 
tain one of the world’s largest in-stock 
supplies of polishing, plating and spray 
equipment; we can deliver in-stock mer- 
chandise immediately upon your request. 


You can forget about the problems of buying 
your requirements from numerous sources. Get 


dependability, complete satisfaction and ‘‘one-stop” 
buying from under our large roof! 





38 Stone Street 
MERIDEN, CONN. 


RIS 


ZLDING COMPANY 


INCORPORATED 








Manufacturers of Welded Fabrications to Specification 
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Our engineering and technical staff is ready to assist 
you in solving special problems. We'll be glad to help! 


J. HOLLAND & SONS, INC. 


| leaders in finishing equipment for over half a century 
| 475 KEAP ST. (corner Union Ave.) 


BROOKLYN 11, N. Y. 
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and stockholder relations. 

Succeeding Nunan as president of 
the Rochester, New York, high-vac- 
uum equipment subsidiary is Hugh 
F. Colvin, who will also continue in 
his present post as vice-president and 
general manager of Consolidated En- 
gineering. 

Nunan joined the company as vice- 
president in charge of sales in January. 
1953, was made executive vice-presi- 
dent of Consolidated Vacuum in March 
of the same year. and in December. 
1954. was named president of the 
Rochester company, 

\ former assistant dean of engineer- 
ing and assistant professor of electri- 
cal engineering at the University of 
Southern California, Nunan was an 
electrical engineering graduate of USC 
and subsequently was awarded a mas- 
ters degree in electrical engineering 
from the California Institute of Tech- 
nology. 

World War II director of the Pearl 
Harbor Laboratory, Columbia Uni- 
versity Division of War Research, 
Nunan holds the Medal of Merit for 
his work on wartime pro-submarine 
development. He is a member of Tau 
Beta Pi, Sigma Xi, and Eta Kappa Nu. 





Barrett Appoints Canadian 
Distributor 

The Barrett Chemical Products Co., 
5 Bridge St., Shelton, Conn. announces 
the appointment of the Armalite Co. 
Lid. of Toronto, Can., as the Canadian 
distributor for their sulfamate nickel 


plating process. 


Associations and Societies 





AMERICAN ELECTROPLATERS’ 
SOCIETY 

Plans for the 43rd Annual Conven 
tion are already under way. Principal 
committee chairmen have been ap 
pointed for the 1956 conclave in Wash- 
ington. D. C. Dates of the convention 
are June 17-21, 1956 with headquart- 
ers at the Hotel Statler. 

The year 1956 marks the second 
time in 26 years that the Baltimore- 
Washington Branch will have played 
host to a Society annual meeting; the 
last time was in 1930. Features will 
include technical sessions with papers 
by prominent authorities in the fields 
of electroplating and metal finishing, 


a keynote speaker, the traditional 
ladies’ program, business sessions of 


the Supreme Society, a banquet and 
many other interesting events. 


General chairmen include Arthur 
G. Pierdon, Art Metal Finishing Co. 
Washington, D. C. and AES Past 
President Kenneth M. Huston of Arm- 
co Steel Corp., Baltimore, Md. Other 
principal committee chairmen are as 
follows: Educational Dr. Abner 
Brenner. Natl Bureau of Standards; 
Registration — Fielding Ogburn, Natl 
Bureau of Standards: Banquet — Dr. 
Vernon A. Lamb, Natl Bureau of 
Standards: Finance—Jules Horelick, 
Allied Metal Finishing Co.:; Plant 
Visitation—I incent J. Hughes, Hughes 
Chem. Co.: Transportation—T. R. 
Boggess, Norfolk and Western Rail- 
road; Entertainment Wendell P. 
Barrows, Naval Gun Factory: Hotel 
Asaf A. Benderly, Diamond Ordnance 
Fuse Labs: Outing—William Metzger. 
Jr.. Natl Bureau of Standards; Pub- 
licity—Raymond Stricklen, Jr.; Pro- 
eram—Carl H. Thiede, Potomac Elec- 
trotype Co.: Ladies’ Program — Mrs. 
A. Pierdon. 


Dr. William Blum, Nat'l Bureau of 
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fully enclosed 


cutting barrels 


Compare these advantages! The Hartford fully enclosed Model 1956 is 
extremely compact . . . requires less floor space than most enclosed barrels. 
With Hartford the power unit is on top, where it belongs for long life, 
cleanliness and ease of maintenance. Barrel is mounted on rugged “A”: 
frame for maximum strength. Streamlined steel enclosure confines splash and 
contributes to safe operation. Pivoted front guard opens to permit quick, 
plus easy removal of barrel assembly. 
Standard power unit has four speed gear shift transmission. Literature and 


easy loading and unloading . . . 


prices promptly furnished. 
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There's a new look in Hartford's 
Tumbling Barrels... but underneath 
. you get the famous Triple Action 
in Barrel originated by Hartford and 
unsurpassed for doing a better job 
.--faster...at lower cost. 


tford 


PRECISION BALLS @ RETAINERS 
BEARINGS ¢ TUMBLING BARRELS 
The Hartford Stee! Ball Co., Inc., 13 Jefferson Ave., W. Hartford 6, Conn. 











ORGENT 





We are direct consumers of non-ferrous metals. 
scrap or new. We therefore pay the highest 
prevailing prices. Advise us of any lot, large 
or small, especially .. . 
ANODES 
BUTTS 
NICKEL 
INCONEL 


Write - Wire - Phone for our immediate 


CONSOLIDATED METALS & 
CHEMICALS CO. 
2 WEST 47th STREET 


Cable Address: COCOMETAL 


PERMALLOY 
ALNICO 
CLIPPINGS, Ete. 


response. 


NEW YORK 36, N. Y. 
PLAZA 7-8672 
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Standards (retired). is honorary 


chairman of the convention committee. 


Buffalo Branch 
The Buffalo Branch held its first 


meeting of the 1955-56 season in the 
Markeen Hotel, Friday. Sept. 9, 1955. 
at which time William D. Hart, past- 
president, presented the charter of the 
branch to the new president Dr. A. A. 
Visitors 
Gorden Johnson and 
{ilen Feder. Joseph Ruff reported that 
the picnic held July 31, at the Kendall 
Club grounds on Chautauqua Lake 


Janis as token of his office. 
present were C, 


was a success. Over 225 attended. Carl 
Humes was appointed chairman of the 
Christmas party to be held at the 
Markeen Hotel Friday, Dee. 2. 1955. 


President Janis appointed the fol- 
lowing committee chairmen for the 
Empire State Regional Meeting April 
14, 1956 to be held at the Statler Hotel 
in Buffalo: 


Chairman of educational session 


Frank Rudolph. 


Financial - assistant treasurers 


James Moneypenny, Charles Fother- 


ingham. 


Program Boris Joffe. 
Publicity John Martin. 
Ladies Chairman Vrs. Ruff, Mrs. 
Hart. Mrs. Martin. 

The following applications were ap- 
proved by the Board of Managers and 
were admitted to membership: 

Ralph C. 
a 2 

Ralph FE. Ludwig, Youngsville, Pa. 

D. D. Dalrymple, North Warren. Pa. 

R. M. Spencer, Youngsville. Pa. 


{llen M. Feder, Buffalo. N. Y. 


Stemmerich, Clarence. 


Paul H. Margulies. Kggertsville. 
N. . 
Wm. C. McDonald, Erie. Pa. 


H. A. Fudeman was appointed chair- 
man of a committee to revise the 
branch by-laws. 

Frank Rudolph introduced F. F. 
Spruance, assistant’ sales manager, 
American Chemical Paint Co.. who 
spoke on the subject: Preservation 
and Paint Bonding of Aluminum.” 

Eric G. Sampson, Jr.. 


Secretary 
Newark Branch 


A course in basic practical electro- 
plating will be sponsored by the New- 





ark Branch during the Fall of 1955 
in response to an urgent appeal for 
electroplating instruction by both 
members and non-members of the So- 
ciety. The course will consist of eleven 
weekly sessions meeting for two hours 
each on successive Tuesday evenings 
beginning on September 27th and end- 
ing on December 6. 1955. Five ses- 
sions will be devoted to preparation of 
the basis metal for plating. four ses- 
sions will cover various commonly used 
plating processes, and two sessions 
will deal with maintenance and con- 
trol of plating solutions. The instruct- 
ors. selected on the basis of their spe 
cialization in particular phases of 
electroplating. will be. for the most 
part. members of the Branch. 

\ novel feature of the course is 
that the meetings will be held at vari- 
ous industrial plants and laboratories 
in the Newark area so as to combine 
plant tours with the lectures. The 
schedule for the 1955 course is shown 
below. Approximately 40 — students 
have been accepted for the course and 
certificates will be awarded at the 
Newark Branch meeting on December 
16. 1955 to those students who have 








GENERATORS 
Anodes, All Kinds Tallow 
Brushes Rouge 
Buffs Emery Paste 
Chemicals Cleaners 
Tripoli Comp. Emery 


Acme White Finish Glue 


Phone CAnal 6-3956-7 





BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 


Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 


Nickel Salts 
Copper Salts 
Cyanide 

Tanks, All Kinds 
Plating Barrels 
Polishing Wheels 
Polishing Lathes 


195 LAFAYETTE ST., COR. BROOME 
NEW YORK 12, N. Y. 
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coating. 


Send for literature. 


FILTERS 
MAIZO LEA Buffing (bz) 
Drying & Polishing Dye ly Y M 
Materials PRODUCTS 4, 








Thinker Boy Racks are as- 
sembled from precoated i : ; 

members ond fips. SELKE When Thinker Boy Racks for a cer- 
Vac-Seal Assembly seals the 
joints—only contact tips are 
exposed to the solution. 
Racks are easily disassem- 
bled without damage to 


Available as completely 
assembled racks or precoat- 
ed rack members and tips. 


- Plating Racks you can 


adjust to the job 





Effect BIG Saving 


tain job are no longer needed you can 
respace the members or disassemble 
and use the parts for other racks. 

No added investment. Just order 
Thinker Boys when you buy racks. 
Instead of ceilings cluttered with no 
longer needed racks, you'll soon have 
a supply of Thinker Boy Parts — be 
able to assemble coated racks of your 
own design in a matter of minutes. 
Ask your BELKE Service Engineer 
or write for details. 


FG. CO., 947 N. Cicero, Chicago 51, Ill. 


EVERYTHING FOR PLATING PLANTS 














METAL FINISHING, October, 1955 


105 

















successfully completed the course. 


The electroplatir 


iv 
it 


under the chairmanship of Dr. Dodd 
course will be S. Carr, assistant director of electro- Co.. Inc., Belleville 9, N. J. 


SCHEDULE OF NEWARK BRANCH, A.E.S. ELECTROPLATING COURSE 


Veelting 


Vo. Date Weeting Place 
9-27-55 Hy-Grade Plating Co. 
Newark, N. J. 
2 10- 4-55 Oakite Products. Inc. ( Labs.) 
New York. N. Y. 
; 10-11-55 Hanson-Van Winkle-Munning Co. 
Viatawan, N. J. 
| 10-18-55 Metal Finish. Inc. 


Newark, N. J. 
5 10-25-55 Oakite Products. Inc. 


New York, N.Y. 


6 I1l- 1-55 Royal Plating & Polishing Co. 
Newark, N. J. 

7 11l- 8-55 Pyrene Metal Finishers, Inc. 
Newark, N. J. 

8 11-15-55 Hanson-Van Winkle-Munning Co. 
Matawan, N. J. 

9 11-22-55 Sel-Rex Precious Metals, Inc. 
Belleville, N. J. 

10 11-29-55 Bart-Messing Corporation 


Belleville, N. J. 
Kosmos Electrofinishing 
Research, Inc. 


Belleville, N. J. 





Subject Instructor 


Introduction to Electroplating D. S. Carr 
Racking of Plating Work Ek. Wagner 
Metal Cleaning and Pickling G. A. Lux 
Polishing and buffing J. Badaluco 
Barrel Finishing P. E. Kiremartz 
Electrocleaning and G. A. Lux 


Phosphate Coatings 


Copper and Dull Nickel Plating 


cee 


. Donroe 


— 
i‘. 


Bright Nickel and . Donroe 
Chromium Plating 

Analysis and Control of D. G. Foulke 
Plating Solutions 
Precious Metal Plating 
Solution Analysis 
Purification and Filtration of D. S. Carr 
Plating Solutions M. W. Mitchell 
Cadmium and Zinc Plating J. Kosmos 


©. C. Rinker 














WORLD'S bigge 
TUMBLER... New 


ONE GALLON TOTAL VOLUME OPEN BARREL 


For tumbling small parts in Laboratories, Foundries, Screw 
Machine Shops, Plating Works, Lapidary Shops and indus- 
try in general this new Rampe Mini-Tumbler will equal 
larger tumblers in speed and quality cf work — at a sav- 
ing in production cost and factory space. 

Closed barrel available. Barrels furnished with vinyl plastic - 
lining only. 1/12 H.P. split-phase, 110 volt 60 cycle AC 
Motor. Net weight 25 pounds. 

PRICE F.O.B. CLEVELAND, OHIO - - - $110.00 


This is just one of a line of medium 
priced, high quality barrel finishers. 


Write us about your tumbling requirements. 


RAMPE MANUFACTURING CO. 
14915 Woodworth Ave. Cleveland 10, Chio 
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chemical research, Bart Laboratories 











Top-quality, low-cost 


ZING SOLUTION 
PURIFIER 


Eliminates heavy metal impurities, including copper. 
Prevents harmful build-up of carbonates. 


Fustastestestastestar® 


A complete cleansing treatment: — No other purification 
measures necessary. 





WRITE - PHONE - WIRE COLLECT 


seiphur Products Co. /n¢. 


228 McKeon Way 
Greensburg, Pa. 
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Philadelphia Branch 


The annual educational session and 
hanquet of the Philadelphia Branch 
will be held on November 19 at The 
Benjamin Franklin Hotel in Philadel 
phia. The 


educational session will 


start at 2 o'clock. the banquet at 7. 


Manufacturers’ Literature 





Air-Cooled Bias Buffs 


lames H. Rhodes & Co., Dept. VF. 
157 W. Hubbard St.. Chicago 10, Ill. 


issued a de- 
scriptive catalog entitled 
Air-Cooled Bias Buffs.” 


on request to the company at the above 


The above firm has 
Colossus 
It is available 
address. 


Buffing and Polishing Machines 


futomatic Buffing Machine Co.. 
Dept. MF, 222 Chicago St., Buffalo 4. 


i 


The above firm has issued an illus- 


trated booklet on its automatic and 


semi-automatic machines for bufling. 
brushing 
Diagrams 


and specifications of each are included. 


polishing. deburring. wire 


and abrasive belt grinding. 


as well as a description of the machine. 


Electroless Nickel Process 

Keystone 
VF. 1095 
We oF, 


Chromium Corp., Dept. 


Buffalo 13. 


Niagara Sbt.. 


The above firm has issued 


Kani 


page, illustrated booklet on the 


gen process. which is a method of de 
positing uniform, hard. corrosion-re- 


sistant nickel-phosphorus coatings on 
iron. copper or aluminum and _ their 
alloys from a chemical bath without 


ihe use of electricity. 
\mong the points covered are the 


properties. basis materials. 


appearance. applications, design con- 


sideration and facilities. 


Teehnical Chart 
Frederic B. Stevens, Ine.. 


Detroit 16. Mich. 


Dept. MF. 


\ new 3-part utility folder, designed 
for the 


a twelve 


surface 


metal finishing and_ plating 





department. can be used for three im- 
porant purposes: 

\ stock record 

theck = thei 


ventory. 


lo help plants 
finishine 


supplies in 


First Aid wall 


treatment for plat- 


\n emergency 
chart outlinine 
ing room accidents. 

\ file folder to file 
bulletins and 


technical 
sales literature sup 
plied by suppler sales engineers. 

All future 
sales bulletins will be mailed in one 
of these utility file folders 


Extra copies for inventory and First 


requests for « ompany 


\id use are available 


sales enginee 


from company 
‘. 1 . = 
rs or may be obiained by 


writing the above manufacturer. 


Plating Plant Installation 


George 'P Dept. VF. 
19255 W. Detroit 23. 
Wich. 


Vankervis Co.. 
Davison Ave.. 


An illustrated booklet has been is- 
sued entitled “World's Largest Plating 
Plant.” which features equipment en- 
vineered and installed by the above 


firm for a large automobile manufac- 


turer. 
The size and scope of the operations, 














Trouble Free — Low Cost 
Little Supervision Needed 








te) Gr a 


METAL FINISHING, 


TAKE THE LOAD 
OFF very TOP 
, BRASS 





vse TRUE BRITE 
BRASS SOLUTIONS 


Ready To Use — Just Add Water 
Uniform Color — Can Match Colors 
% Write For Bulletin on Brass Plating 


TRUE BRITE CHEMICAL PRODUCTS CO. 
OAKVILLE, CONN. 


October. 









FAST 


Patents 
Applied For 





1955 


“The New 


“DERMITRON” 


pee NON - DESTRUCTIVE 
THICKNESS 


ACCURATE 
PORTABLE 
COMPACT 
DIRECT READING 


S TESTER 





FOR METALS ON METALS 
NON-CONDUCTORS ON METALS 
METALS ON NON-CONDUCTORS 


You can have 100‘ 
any possible coating on almost any base. The first and 
only non-destructive tester which gives fast, 
direct readings of such combinations as silver on brass, 
copper on zinc, metallizing on plastics, paint on metals- 
without the use of chemicals. 


WRITE FOR FULL INFORMATION 


UNIT PROCESS ASSEMBLIES, INC. 


Manufacturers of Periodic Reverse Units and 
Electronic Equipment for the Plating Industry 


15 EAST FOURTH STREET @ 


inspection of production of nearly 


accurate, 


NEW YORK 3, NV. Y. 
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with custom-designed and built  plat- 
ing machines and huge generators are 


described, 


Buffing & Finishing Compounds 


The Globe Compound Co., Ince., 
Dept. MF, Waterbury-bristol Road, 


Waterbury 12, Conn. 


Revised technical bulletin T-5 lists 
and describes both bar and_ liquid 
abrasive compositions which have 
been tested and proven in industrial 
applications over many years. Partic- 
ular attention is called to the stain- 
less steel compounds for both cutting 
and coloring applications and red 
rouge for coloring non-ferrous metals. 


Controls for Waste Treatment 


Leeds & Vorthrup Co; Dept. MF. 
1934 Stenton Ave., Philadelphia 44, Pa. 


\ new process data sheet. 700(2), 
outlines latest company developmenis 
for control of pH and redox in indus- 
trial waste treatment processes. 


The sheet includes a discussion of 
“controllability factors” in waste pro- 
cesses that are reported to influence 
automatic measurement and control of 


pH. With it is provided a “pH Con- 
trollability Analysis Questionnaire.” 
This may be completed and returned 
for recommendations of control meth- 
ods and equipment. The company re- 
ports this analytical service is avail- 
able without obligation. 
Selective Plating 
Varlane Development Co.,  Inc., 


Dept. MF, 153 E. 26th St.. New York 
10, N. Y. 


Reprints are available of articles 
describing the Dalic process of selec- 
tive electroplating. These articles, in- 
cluding photographs and _ tables, give 
a complete description of the process, 
including the metallurgical character- 
istics of the plate, the chemical char- 
acteristics of the solution, the equip- 
ment needed, the method of opera- 
tion, and a partial list of major appli- 
cations. 

Plastic Equipment 

American Agile Corp., Dept. MF, 
5461 Dunham Road, Maple Heights, O. 


A new condensed catalogue of plas- 
tic welding and spraying equipment, 
large plastic moldings, weldments and 

ge | - 





component parts for welded fabrica- 


tions, has just been published. 

The free literature details the com- 
pany s seamless ducting. sheets, rods. 
bars and blocks. Dimensions. thick 
nesses, inner and outer diameters of 
pipe and tubing. and weights of the 
various stock pieces of all four mate 
rials are detailed in charts and tables. 
The literature is fully illustrated. All 
material is arranged for quick, con- 
venient reference. 


Strip-Chart Recorders 
The Bristol Co., Dept. MF, Water- 


bury 20, Conn. 


A new bulletin describing the com- 
pany’s line of 6-inch  strip-chart  re- 
corders for pressure, liquid level, tem- 
perature, flow, and mechanical motion 
has just been released. 

The 12-page. two-color — bulletin 
contains installation drawings show 
ing methods of applying the instru- 
ments to the different variables. as 
well as photographs of the various 
models and their features. The use of 
the recorder as a receiver for remotely 
generated signals, either pneumatic or 
electrical, is also described. 





| 
| 
| 





e ZINC CYANIDE 





SPOT 


e NICKEL ANODES | 
NICKEL CATHODES | NEXT 


* 

e NICKEL SULFATE 

e 

e NICKEL CARBONATE | 
e CADMIUM ANODES | 
e COPPER ANODES 

e POTASSIUM CYANIDE 

e 


Prompt Shipment from Warehouse Stocks 


IRITOX CHEMICAL CO. 


5 UNION SQUARE WEST 


NEW YORK 3, N. Y. 
WaAtkins 4-1977 


TIME 


SPE¢ ys 
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I'LL USE... 
| -BURR PRECISION BARREL FINISHING 
NICKEL CHLORIDE 2 EQUIPMENT , : 


The MITY-MITE Line Completely versatile 
—a unit for every industrial barrel finish- 
ing requirement. Ideal for high production 
on small parts. Also used for short runs or 
individual barreling of large parts. 

The FUTURAMA Series Custom styled for 
modern industry. Beautifully designed and 
engineered. For high production needs or 
large work loads. Available in 3 model 
lines—with new luxury features. Electronic 


COPPER CYANIDE controls. 


CISION BARREL FINISHING EQUIPMENT & St 





somebody 
should've told me... 


| COULD’A SAVED 
80% or more 
on FINISHING 


Write 

for 

catalogs 

on: 

FUTURAMA LINE 
MITY-MITE LINE 
MEDIA AND 
COMPOUNDS 
HANDLING EQUIPMENT ® 


Service is our most important product... Use it! 


SPEED-D-BURR CORPORATION 
3613-A San Fernando Road, Glendale 4, Calif. 
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Crack-Free Chromium 


United Chromium Div.. Metal & 
Thermit Corp., Dept. MF, 100 East 
42nd, St., New York 17, N. Y. 


A four-page bulletin, CFC-1,  de- 
scribing the Unichrome  crack-free 
chromium plating process, outlines the 
advantages of this new process with 
emphasis on the superior corrosion 
resistance and buffability of the de- 
posit, 

The bulletin is illustrated with com- 
parative cross-sectional and surface 
views of crack-free chromium and or- 
dinary chromium together with photos 
of various applications. 

In addition to the physical advan- 
tages there is also information on the 
ease of make-up and maintenance of 
the plating solution. 


Automatie Bright Dipping 
Machine 
Frederic B. Stevens, Inc., Dept. MF. 
Detroit 16, Mich. 


Details of an automatic immersion 
processing machine designed for the 
bright dipping of aluminum and/or 





brass are covered in a selection of 
trade publication reprints available 
from the equipment manufacturers. 

The articles cover descriptions of 
two automatic bright dipping opera- 
tions—one, a small aluminum = and 
brass forging manufacturer and_ the 
other, a major manufacturer and user 
of brass parts. 

Labor, acid and space cost savings 
are detailed. Layouts of the two oper 
ations are also included. 


supporting rectangular and cylindrical 
tanks and lined tanks. 


Abrasive Blasting 
W heelabrator Corp., Dept. MP, 


1150 South Byrkit St.. Mishawaka, 
Ind. 


\ new bulletin, No. 117-D. on the 
finishing of stamped metal parts by 
means of the airless abrasive blasting 


process contains four case histories of 


Polyvinyl Chloride Fabrications 
Haveg Corporation, Dept. MF, 900 
Greenbank Road, Wilmington 8, Del. 


\ new 12-page brochure is now 
available on fabricated Haveg 1810 
(pure, unplasticized optimum chemi- 
cal resistant PVC). 

This brochure gives the latest  in- 


formation on 
properties and 


ures. It contains complete specifica- 
tions, including dimensional charts. 
on pipe and pipe fittings, fume duct 


chemical 
fabrication proceed- 


various companies, giving performance 
data and showing photographs of the 
equipment they use for this work. 


Industrial pH Guide 


Beckman Div., Beckman /nstru- 
ments, Inc., Dept. MF, Fullerton, Ca’. 


Users of industrial pH instrumenta- 
tion will find it much simpler to match 
resistance. Components such as meters, flow or 
immersion assemblies. electrodes and 
manual or automatic electrode switches 





with the new Industrial pH Buyer's 
Guide now available. 


and fittings, dampers, weather caps The four-page illustrated guide. 


and valves. It also covers special fabri. 
cated items. including fume hoods, self- 


Bulletin 425, shows pictorially which 
components replace older units and 









Best suited 
to your particular 
operation. 


Feature by feature, Ther Plating Rectifiers 
are job-rated to give you the most in D.C. 
power for your operation. 


Conservatively rated premium quality selen- 
ium stacks deliver de at peak efficiency to 
cut production time to a minimum and save 
on power costs. 


Arc-eliminating voltage controls protect and 
lengthen service life of components and 
equipment. 


Copper conductors and bus bars are used 
throughout to provide maximum conductance 
and resistance to corrosion. 


Fully enclosed ball-bearing fan motors are 
incorporated in ali units. 

Vacuum cooling, proven in practice as the 
most effective means of producing uniform 
air distribution. 


Models are available as either 5% or 18% 
tipple depending on which is most suited to 
your operation. 

RESULT: HIGH EFFICIENCY, LONG LIFE AND 
TROUBLE-FREE OPERATION. 


Ther Rectifiers for plating or anodizing are available 
in a complete line in sizes ranging from 6 to 50 v. 
at from 25 to 30,000 amps, with self-contained or 


remote controls; either manual or automatic. 


Contact Ther for your specific needs in 


plating power. Request new 








19 Seuth Jefferson Street 


5500, containing important data on 
rectifier arrangements and valu- 
installation hints. 


ESTABLISHED 1915 
° Chicage 6, Illinois 


Ther 12 v., 5000 amp. 
Self-Contained Rectifier. 





Ther also manu 
factures Bench Model Rec 


tifiers. All models are drip- 


proof in construction, con 
vection cooled and com 


plete with stepless variable 
voltage control. Sizes range 
from 25 to 250 amps. 6 v., 


150 amps. unit shown. 


Bulletin 
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LEA ey 


BONDING CEMENT 
for Wheels and Belts 


Industry's Abrasive 


SIZES AS WELL AS BONDS 


Gripmaster cuts out one preparation material and one 
Preparation step. No special sizing is necessary. This 
superior bonding cement has a double use. But seein’ is 
believin’. Test Gripmaster in your own plant under your 
own working conditions. Send us the enclosed coupon or 
use your company stationery and we'll send you a test 


size sample without charge or obligation. 





LEA-MICHIGAN, INC. 


14066 Stansbury Ave., Detroit 27, Michigan 


(A member of the well-known Lea Group of Finishing Specialists) 














‘ 

\ mearge a (] Please send us your free sample of GRIPMASTER. 

{ Detroit 27, Mich. [_] Please send us literature giving full details. ‘ 

Name Title 

1 Company ' 

L Address ba 
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how older and newer component's can 


be used together. It also includes a 
cross-reference chart to simplify elec- 
trode selection and tells exactly how 


to order pH equipment, 


EKlectroplaiing Systems 


George L. Nankervis Co.. Dept. MF. 
19255 W. Detroit 23 
Vic h. 


Davison fve.. 


The above firm has issued a hook- 
let designed to show the role i! plays 
in the design. engineering and _ instal- 
lation of electroplating systems. The 
last page features some of their typical 
projects. on which full) details are 
available on request. 


Activated Carbon 


{dsorbite Division. Barnebey 
Cheney Co.. Dept. MF, Cassady at EL. 
Sh Ave.. Columbus, O. 


\ new technical bulletin details the 
uses. advantages. requirements. speci- 
fications and characieristics of acti- 
vated carbon in purification of liquids, 
decolorizing. filtration. and similar 
upplications. 

Designated Technical Bulletin No. 
13. it describes nature, characteris- 
tics and applications of numerous 
sizes and types of both extra-hard 
eranular and powdered absorbent 
activated carbons. Evaluation methods 
for determining relative suitability of 





Quantity 
1090 Ibs. cr less 
1000-10,000 
10,000-20,000 
20,000-30,000 
30,000-Over 


Copper-Electro Deposited 
Copper-Cast Round 3” Dia. 
Copper-Cast Round 21/2” Dia. 
Copper-Cast Beehives 
Copper-Cast Balls 
White Brass—Bails 85°; Zinc—15‘, Copper 
Brass Balls — To Specifications. 


14841 MEYERS RD. oF 





ANODES PRICE GUIDE 


ATTENTION 


Nickel anodes up to 93 inches in length 
unique method of casting produces anodes of the highest purity 
metallurgical properties. Density of anodes is at a maximum and excellent surface 
is obtained. These factors account for longer life in plating bath. 

NICKEL CASTING PRICE SCHEDULE 


DRILLED AND TAPPED 


Net Yield of New Nickel 98’; minimum — 
F. O. B. Univertical — Terms: Net 10th and 25th Prox. 


Write or wire for best price and delivery on the following Anodes: 


UNIVERTICAL FOUNDRY & MACHINE CO. 


Broadway 3-2000 * 


cast in new shell mold process. This 
with optimum 


Price Per Lb. 


222 
.20 2 
18% 
162 


Net yield of Scrap Nickel 96‘, minimum. 


Copper-Forged Balls 
Copper-Rolled Oval 11/2” x 3” 
Eliptical Tough Pitch Copper 
Copper-Rolled Oval 11” x 3” 
Plus 4 


White Brass—Balls 65‘; Zinc—35‘; Copper 


DETROIT 27, MICHIGAN 











FOR EFFICIENCY ON BRASS, 
ALUM!NUM, STAMPINGS, 
DIE CASTINGS 


Either BAR or LIQUID 


YOU CAN'T BEAT Speedie Tripoli 
Compositions for purity, uniformity or 
economy! For all types of non-ferrous 
metals . . . A variety of types for all 
kinds of work .. . Bar tripoli for either 
hand or automatic work Excellent 
buffability easy to clean. 


If you are using “liquid” or inter 
ested in trying it, investigate Speedie 
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“Spray-It” Tripoli. Won't clog lines or 
settle out. Builds a beautiful head ...a 
honey to clean. Let’s get acquainted. 


Wiite for FREE catalog today. 


The BUCKEYE PRODUCTS Co. 


7033 Vine St., Cincinnati 16, Ohio 


METAL 
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carbons are described, and schematic 
illustration of methods of industrial 
application are included. Also fully 
covered are descriptions and = recom- 
mendations for most suitable types, 
sizes and grades of carbon for con- 
tinuous-flow, batching. mixing. grav 
ity-flow. pressure-flow, fixed bed and 
other combination applications. 


Sprayed Metal Coatings 
WW Protective Coatings Div., Metal- 
weld, Inc.. Dept. MF. Scotts Lane and 
{bbottsford Ave., Philadelphia 29, Pa. 


An illustrated two-color. four-page 
bulletin on sprayed metal coatings for 
contamination and corrosion protec- 
tion has been made available. 

This bulletin gives considerable data 
on the application to processing equip- 
ment, storing and shipping containers, 
tanks, tank cars and food handling 
equipment, 

It also discusses the combinations 
of vinyls, furans, phenolics, epoxys, 
silicones, Neoprenes and chlorinated 
rubber with sprayed metal. 


Ventilating Fans 


{merican Blower Corp., Dept. MF, 
Detroit 32, Mich. 


A new two-color illustrated four- 
page catalog (Bulletin No. 7214) de- 
scribing Model B and Model E Ventura 
fans for commercial and _ industrial 
ventilation is now available. 

The new catalog discusses features 
of the V-belt-driven fans and_ their 
application. Tables of performance 
data are included which list electrical 
power requirements, delivery ratings 
at different static pressures, fan speed. 
motor horsepower, nominal rotor di- 
ameter and net weight for each of 
the eight different sizes in each line. 

Installation drawings are included 
in the new catlog giving basic dimen- 
sions for the fans. 


Graphite Pipe, Fittings. 
and Valves 
Falls Industries. Dept. MF, 31781 
Aurora Rd., Solon, O. 


A new twelve-page catalog covers 
the operating and dimensional speci- 
fications of Impervite, as well as dia- 
phragm and custom-designed valves. 

For comparative purpose, physical 
properties are charted for graphite 
Impervite (resin impregnated graph- 
ite), and Graph-I-Tite (carbon-impreg- 
nated graphite). 

This new catalog also contains a 
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complete section entitled “Methods of 


Connection.” It gives detailed — in- 
structions on how to cut threads, ser- 
rate and cement pipe in the field, using 
portable tools. Also. one section of 
the catalog covers maintenance and 
installation tips with special attention 
to thermal expansion. sub-assemblies, 


flexible couplings. and supports. 
Finishing Zine Base Die Castings 

Frederic B. Stevens, Inc., Dept. MF, 
Detroit 16, Mich. 


PP-125 on fin- 


ishing of aluminum and zine base die 


Technical Bulletin 
castings describes finishing recommen- 
dations made by the firm’s custome: 
service laboratory for many die cast 
items ranging from automotive door 
handles to camera range finders. 

The recommendations which — in- 
clude type and size of buff or wheel. 
minimum number of operations re- 
quired, wheel speed. necessary abra- 
sives or Compositions, etc. were culled 
from files of recommendations made 
to leading manufacturers. 

The bulletin also explains how other 
manufacturers may avail themseives 
of the report services in determining 
methods and materials that would re- 
duce finishing costs and improve final 


finish. 


News from California 


By Fred A. Herr 





Certified Enamel- 
1033. N. 


Road. Los 


jing. Ine., 
Mission 
Angeles, is now un- 
der new ownership 
and. incidental to 
the change. has ex- 
panded facilities in 





the plant and added 
+ new facilities in the 
form of a second dip enameling plant 
at 1930 East 15th St. 

The new head of the firm is Cecil 
Lamm active in the 
baked enameling field for the past 15 


who has _ been 
years. Gene Winekur has been named 
general manager of the reorganized 
firm. 

Mission 
chemical. 
rinse and strip tanks for metal prepa- 
ration will be increased by the installa- 


The present facilities on 


Road. nine 


consisting of 


tion of anodizing equipment. The plant 
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specializes in spray finishing by ihe 
latest conveyorized me-hod. A  mono- 
rail automatic setup and super-chargod 
vas fired bake oven is used in the 15th 
St. enameling operations. The equip- 
ment is arranged for low cost, mass 
production work in phosphating. chro- 
magnesium treal- 

wrinkle. 


wrought iron and novelty finishes. 


mating caustic ete., 


ment. hammertone. black 


The Braun Corp.. industrial chemi- 
| 


cal and apparatus distributors. have 


moved from the east side industrial 





district of Los Angeles. to a new 154.- 
Q00 sq. ft. plant at 1363 South Bonnie 
Place 


the city. 


Beach in the Banning area of 

Phe new facilities are designed for 
expeditious handling and storage of 
some 20.000 products of widely differ- 
ent types, ranging from delicate scien- 
ific instruments to carload lois of in- 
dustrial chemicals. The plant includes 
unique vaults, open-air storage areas, 
and underground tanks for safe stor- 


age of solvents and other inflammable 


chemicals, 





contour. 


help cut your polishing costs. 


1660 Summerfield Street 








GOBLET BUFFS. TAPER BUFFS, CYLINDER BUFFS, SMALL POLISHING WHEELS, 
RAZOR EDGE BUFFS, and many others for deburring, polishing and grinding any internal 


Write for additional information or contact your local dealer. These buffs are 
stocked by many dealers throughout the country. 

We manufacture a COMPLETE LINE OF BUFFS including full disc loose 
and sewed buffs and polishing wheels. Our metal center BIAS TYPE BUFF may 

Your request on your letterhead will bring our complete catalog by return mail. 


BARKER BROTHERS ING. 


ESTABLISHED 1911 


Canadian Distributor — LEA PRODUCTS COMPANY, Montreal 


Brooklyn 27, N. Y. 














The PERMAG line of cleaning compounds 
are laboratory engineered for maximum effi- 
ciency in all cleaning operations at the lowest 
possible cost. 


There is a PERMAG Cleaning Compound 
for your aluminum cleaning, aluminum etch- 
ing, paint stripping, spray booth maintenance 
and barrel processing. 


Our technical service is available without 
obligation. 


MAGNUSON 


PRODUCTS CORPORATION 
50 COURT ST., BROOKLYN 1, N. Y. 
In Canada: Canadian PERMAG Products, Ltd., Montreal 


Engineered Cleaning 
with Permag Compounds 
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TURKISH EMERY 


For color and lustre beyond compare, speci- 
fy INDIAN BRAND TURKISH EMERY. 
Preferred by those who know the best. 

Also available —- HECCO BRAND AMER- 
ICAN EMERY, for use in abrasive pastes 
and compositions. 


HAMILTON EMERY & CORUNDUM CO. 


CHESTER, MASS. 








Truly—Three Great Finishes!! 


CHROMIUM - UDYLITE 
SHERARDIZING 


For over a quarter of a century build- 
ing and installing portable sherardizing 
furnaces and equipment: metal finishing 
and plating. 

We invite your inquiry. 


THE NATIONAL SHERARDIZING & 
MACHINE CO. 
OFFICE & FACTORY: HARTFORD, CONN. 
Foreign Representatives— 
Oliver Bros., Inc., 417 Canal St., N. Y. City 











The William R. Whittaker Co. of 
Los Angeles, manufacturers of aircraft 
126,000 


square foot factory formerly occupied 


valves, has purchased the 
by Grayson Controls, Inc.. in’ Lyn- 
wood, Calif. Whittaker at present main- 
tains administration and engineering 
facilities in Hollywood, and a produc- 
tion plant in Vernon, Calif. Engineer- 
ing and manufacturing facilities, it is 
reported, will be consolidated in’ the 
Lynwood plant. which was vacated 
when Grayson Controls recently moved 
into a new plant in the North Long 
Beach area of Los Angeles County. 


What 
plant on the West Coast equipped io 


is reported to be the first 


manufacture a full line of vitrified. 
organic and diamond grinding wheels 
is expected to be ready for opening 
by the Norton Co. of Worcester. Mass.. 
at Santa Clara, Cal., late this year. 
The company originally acquired 
the one-story building at 2555 kafay- 
ette St., Santa Clara, 45 miles down 
the peninsula from San Francisco, for 





DIXRIP 
ScRATCH BRUSHES 


SINCE 1856 
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7 \ ——— 


4 
4 ~ y 


For PLATERS, SILVERSMITHS, JEWELRY MFGRS., makers of 
Watches, Clocks and Electronics and ether metal finishers. 
Supplied in straight or crimped brass, steel, nickel silver or 
stainless steel wire in sizes .0025 - .006 and in bristle, fibre or 
Nylon. Special sizes and shapes to order. 








warehousing west coast stocks of its 
erinding wheels. It was subsequently 
decided to convert the structure into 
a manufacturing plant in order to pro- 
vide better service to the West Coast 
trade. 

Renovation and equipping the build. 
is reported to cost approximately one 
million dollars. The building contains 
90,000 


square feet of factory and 


office space. and is served by the 
Southern Pacific railroad. 
Norton’s 


west coast plant includes the follow- 


Executive personnel of 
ing in key positions: George A. Garri- 
son, plant manager, who was formerly 
superintendent of packing and_ ship- 
Worcester plant. 
Lennert G. Jacobson, office manager; 


ping at the main 


Duane Narnhart, control engineer; 
Vartin T. Johnson, foreman of finish- 
ing operations; and Frederick H. Matt- 
son, foreman of mixing, molding and 


firing. 


K. F. Houghton & Co. has appointed 
John D. Bowden as sales representa- 





OF 


. 





Write (Dep't. M) on your letterhead for catalog and price list. 


DIXON & RIPPEL, INC. 





KINGSTON, N.Y. 


FINEST 





UNIT PROCESS ASSEMBLIES, INC. 


75 East Fourth Street 


IMPROVE YOUR PLATING 


WITH PERIODIC-REVERSE UNITS 


QUALITY 


WRITE FOR INFORMATION 


New York 3, N. Y. 





METABOND 


MEANS PROGRESS IN RUSTPROOFING 


METABOND is the only effective immer- 


sion or spray amorphous type zinc coating 


in the industry today. 


METABOND withstands severe and con- 
sistent flexing and bending without chip- 


ping or breaking bond. 


Tbe a Vere), FV ae a eh aad cole) mee] iife] 7 vale), 


12507 PLOVER AVENUE ° ° ° 
MANUFACTURERS OF RUST PREVENTIVES AND CORROSIVE SOLVENTS 
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ive in the San Francisco Bay area. A 
sraduate in mechanical engineering 
from the University of Santa Clara 
Calif.), Bowden has for the past 
hree years. served as a_ production 
sngineer for Food Machinery & Chem- 
cal Corp., at San Jose, Calif. 


Walter F. McNaughton. who has 
been active in the production and sale 
of corrosion-resistant plastic — tapes 
since 1948. has been named national 
-ales manager for Plicoflex, Inc... with 
headquarters in Los Angeles. He was 
formerly assistant material control 
supervisor for the Dodge plant in 
Chicago, Ill. 


Donald McGiffin has joined U. S. 
Spring & Bumper Co., Los Angeles. 
as foreman of the plating and buffing 
department at the main plant, 4951 
\leoa Ave. McGiffin, a graduate chem- 
ical engineer, had several years experi- 
ence in plating with Standard Steel 
“pring Co. before joining U. S. Spring 
\ Bumper. 


The Extension Division. University 


of California Los Angeles, is offering 
a night school course in the science 
and practice of electroplating which 
began September 13 and will be held 
one evening a week for 18 consecutive 
weeks at 708 Hillstreet Bldg. in down- 
town Los Angeles. 

The present course is Part | of a 
two semester survey of the techniques 
and practices involved in plating. The 
instruction is designed for persons al- 
ready active in plating and who wish 
lo acquire a broader knowledge of the 
craft. All phases, including chemistry. 
plating and cleaning, polishing. and 
the preparation of various solutions. 
will be treated under the direction of 
instructor Mitchell “Mike” Raskin, 
factory manager of the Ajax Hard- 
ware Mfg. Co. of Los Angeles. Raskin 
nas taught the plating class for a 
number of years. 

Also available to platers who wish 
to add to their present knowledge of 
chemistry, or to acquire a basic un- 
derstanding of the principles of chem- 
istry, is a night school course in in- 
troductory chemistry. This course. 
which emphasizes the principles of 
chemistry and includes a brief intro- 











Antique Gold solutions. 
Platinum solutions. 


tive prices. 


125 CANAL STREET 








| POTASSIUM 


GOLD CYANIDE 


OF THE HIGHEST PURITY 


| © 68.3%, 68%, 672%, 67% and of any lower 
Gold content. Custom packaged. 





WALKER 


Selenium Rectifiers 





duction to elementary organic chem- 


istry. began September 13 and will be 





SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 








THANKS! 


Many thanks to our friends who 
seem to number legion, who wrote 
us regarding the recent flood in 
this region. The school was not 
damaged or harmed by the raging 
waters but if there be another 
flood, let it be a flood of enroll- 
ments and orders! Joseph B. Kush- 
ner, Electroplating School, 115 
Broad Street, Stroudsburg, Penna. 














e Ready mixed prepared standardized Gold 
plating solutions and salts for 24 Karat, 
alloy, hard Gold and barrel Gold plating. 


e Rhodium and new type of Palladium and 
e Highest quality, prompt service, competi- 


AUROCHEM COMPANY 


NEW YORK 2, N. Y. 
Phone: WA 5-4650 
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You can’t beat Walker Sele- 
nium Rectifiers for depend- 
able D.C. regardless of the 
size of your plating instal- 
lation. 

These outstanding recti- 
fiers are especially de- 
signed to give year in, 
year out service . . . mini- 
mum maintenance... no 
moving parts... nothing 
to wear out... nothing to 
get out of adjustment. 

You get more for your 
money when you_ use 
Walker Selenium Recti- 
fiers. Get the complete 
story, today. Write 

se 
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, 


“Sea”~—CSC—CSMT HET WALKER DIVISION 
NORMA-HOFFMANN BEARINGS CORPORATION 
STAMFORD, CONNECTICUT 
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offered from 7 to 9:30 nightly for 18 
weeks in the Chemical Building on the 
Westwood campus of the University 
of California at Los Angeles. The in- 
structor is Robert Ek. lreland. a UCLA 
research chemist. 


John C, Mullarkey, formerly a con- 
tractor in) Southern California. has 
heen appointed technical service rep- 
resentative in the Phoenix. Ariz. area 
for Oakite Products. Inc.. with head- 
quarters in) Phoenix. In- preparation 
for the new post. Mullarkey recently 
completed an intensive training course 


at company headquarters in New York, 


OBITUARIES 





HERBERT J. FRENCH 


Herbert J. French. vice-president of 
The International Nickel Co.. Inc.. and 
assistant vice-president of The [nter- 
national Nickel Co. of Canada, Ltd., 


died August 17. 1955 in Rochester. 
Viinn.. after an extended illness. He 
was 62 years old. 

\n outstanding metallurgist. Mr. 
French was the recipient of many dis- 
tinguished technical awards for his 
contributions to the science of metal- 
lurgy. 

Mr. French joined — International 
Nickel in 1929 as a member of. the 
metallurgical staff at the company’s 
research laboratory at Bayonne. New 
Jersey. Two years later he was trans- 
ferred to the companys Development 
and Research Division in New York 
City and placed in charge of alloy 
steel and iron development. In Sep 
tember, 1943. he was appointed assist- 
ant manager of the division. Mr 
French became vice-president of the 
company in March, 1947. and _ assist- 
ant vice-president of the Canadian affil 
iate in January, 1947. 

Mr. French was a member and pas! 
president of the American Society for 
Vetals. a member of the American 
lron and Steel Institute. American 
Society for Testing Materials, and the 





\merican Institute of Mining and 
Metallurgical Engineers. He was also 
a member of the Columbia Universits 
Club, City Midday and Engineers 
Club. all of New York. 

Mr. French is survived by his wi 
dow. the former Louise H. Seibert. 
and one son. Dr. Ralph S. French. 


DAVID CRAMPTON 


David Crampion, chief chemical en 
gineer of Wallace & Tiernan Inc., was 
drowned on \ugusl 28th at Mantolo- 
king, N. J. when caught in a heavy 
undertow, 

Crampton had been with the com- 
pany for twenty-four years, having 
entered their Development Engineer- 
ing Department in 1931, following hi- 
graduation from Cornell University 
Engineering School. He held a num- 
ber of patents in the field of water 
treatment. was a recognized authority 
in the refrigeration field, and super- 
vised all engineering work at the com- 
pany s chemical plants at Buffalo and 
Geneseo. N.Y... Dover, Ohio. and 
Belleville. N. J. 
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GUARANTEED BUFF CO., INC. 


20 VANDAM STREET 
NEW YORK 13, N. Y. 


SERVING THE FINISHING INDUSTRY FOR 
MORE THAN 50 YEARS 


Complete Line of Guaranteed, Quality 


BUFFS & POLISHING WHEELS 


INCLUDING PATENTED, VENTILATED & BIASED 
STRAIGHT & 45° “SPOKE-BUFFS” 
SOME SALES TERRITORIES AVAILABLE 
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BUFFING COMPOUNDS 


MADE IN CALIFORNIA 
FORMULATED SPECIFICALLY TO MEET LOCAL NEEDS 


PLATING AND POLISHING EQUIPMENT AND SUPPLIES 
CLEANERS @ ANODES e GENERATORS e RECTIFIERS, etc. 


pelere SUPPLY COMPANY 


4755 E. 49th STREET 


SAN FRANCISCO — SEATTLE 
Phone LOgan 8-4781 





LOS ANGELES 58, CALIF. 


























BOUND VOLUMES 


a METAL FINISHING 1951 
| $7.00 Per Copy 


METAL FINISHING 1953 
$9.00 Per Copy 


Book Orders Payable in Advance 


METAL FINISHING 
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ADVERTISING RATES 


Per column inch. per insertion 


Feweweree READY-REFERENCE SECTION 


6 times - 
Yearly (12 times) 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 


—USED EQUIPMENT AND SUPPLIES— ETC. 











FOR SALE 


PLATING MOTOR GENERATOR SETS 
(REBUILT) WITH COMPLETE PANEL 
EQUIPMENT — MOTORS — 3 PHASE, 
60 CYCLE, 220/440 VOLT. 


' 1—Hanson-Van Winkle-Munning 1000 amp- 


ere, 3-40 volt, interpole, 900 RPM. Ex- 
citer in head, Synchronous motor. Ser. 
#11152. 

1—Chandeysson Electric 1000 ampere, 6 & 
12 volt, Exciter in head, Synchronous 
motor. 

1—Eager Electric 5000 ampere, 6 & 12 volt 
driven by 50 HP induction motor. Ex- 
cited by ‘“‘V” belt exciter. 

1—Bennett & O’Connell 200 ampere 6 & 12 
volt. 680 RPM, separately excited. Ser. 
#3926. 


POLISHING LATHES — New & used — 
Constant & variable speed, single & double 
motor drives — 3 phase, 60 cycle, 220/440 
volt. 1 to 20 HP in stock. 


1—Hammond type J rotary Auto. 5 stations, 
3 heads. Magnetic chucking. 


1—Udylite rotary semi-auto. 6 stations, 4 
heads. 66” table. Ea. head 71/7. HP. 


1—Production #101 tube polisher unit. 


REBUILT RECTIFIERS — For Plating — 
3 phase, 60 cycle, 220 volt. 


2—400 amp. 0-6 volt Mallory-Udylite self 
contained. 


6—500/6 volt Basic General Electric con- 
verted to selenium rectifiers. 


10—Mallory Udylite 1500/6 & 12 with re- 
mote controls — Priced to sell. 


MERCIL - CROWN - BAIRD - LASALCO - 
GLOBE BURNISHING & ‘TUMBLING 
BARRELS 

1—Crown Roto-Finisher barrel — dbl. compt. 


size of each compartment — 22” long x 
36” deep. . 


1—Crown Oblique plating barrel unit — 
rubber lined. 


NEW SELENIUM RECTIFIERS, complete 
with instruments, starter and built-in voltage 
regulation. All sizes from 50 amperes to 6000 
amperes. 


IMMEDIATE DELIVERY ON THE FOL- 
a SIZES — 3 phase, 60 cycle, 220 
volt. 


4000 ampere, 0-12 volt 


2000 ampere, 3-6 volt OR 2000 ampere, 
6-12 volt 


1500 ampere, 3-6 volt OR 1500 ampere, 
6-12 volt 


1500 ampere, 0-12 volt 
1500 ampere, 4-9 volt. 


ALSO AVAILABLE — OTHER NEW AND 
REBUILT POLISHING LATHES, BAR- 
RELS, RHEOSTATS, RECTIFIERS, FIL- 
TERS, BLOWERS AND GENERATOR 
SETS. WE CARRY A COMPLETE LINE 
OF NEW AND REBUILT PLATING AND 
POLISHING EQUIPMENT AND _ SUP- 
PLIES. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago 6, Illinois 
FRanklin 2-3753 


PLATERS AND ANODIZERS 


M-G SETS — Motor 3-60-220/440 


Amp. Volt Nake 

100 7 Hobart 

175 14 Delco 

200 72 Chandeysson 

300 72 Hobart 

400 60/60 G. E. 

500 6 Chandeysson 

500/250 6/12 Elec. Prod. 

500/250 6/12 Optimus 

750/375 6/12 Excel 

940 32 Elec. Prod. 

1000 / 500 6/12 H-V-W 

1500 13 Columbia 

1500 30/50 Century 

1500 40/65 G. E. 

1500 70 Century 

2000/1000 6/12 H-V-W 

2500/1250 6/12 Elec. Prod. 

5090/2500 6/12 Eager 

5000/2500 9/18 Chandeysson 
BLOWERS & EXHA&USTERS 

CFM Pres. Make 

1100 442" S.P. Bayley 

2344 2” S.P. Clarage 

2500 ¥2" $.P, American 

2700 54" S.P. Ilg 

3420 8” S.P. New York 

39000 6" SF. Northern 


MOTOR REPAIR & MANUFACTURING CO. 


1555 HAMILTON AVE., CLEVELAND, OHIO 











AUTOMATIC DEGREASING 
MACHINE FOR SALE 


Three stage, double conveyor chain, 
variable speed chlorinated solvent de- 
greasing machine; complete with bas- 
kets; 600 gallon capacity; 3 compart- 
ments each, 52” x 36” x 25”. Price new 
on this equipment, $6,000.00; for sale, 
$3,000.00; immediate acceptance. This 
item for sale because increased size of 
end products requires larger degreasing 
machine. For further information con- 
tact Keystone Lamp Mfg. Corp., Slat- 
ington, Penna., attention of Howard E. 
Schearer. 














FOR SALE 


Available for Immediate Delivery 


Steiner - Ives Electric Ovens, 12KW, Late 
Models 60” x 50” x 27” deep. 

Industrial Washer and Dryer for small parts, 
20 ft. long, 18” spiral cylinder, motor and 
pump. 

3—5 HP Variable Speed L’Hommedieu Buff- 
ing Machines, 11/4" dia. shafts. 

Chandeysson 1000 amp. 6 volt Motor Gen- 
erator Set, and 2000 amp. 6 volt Hanson Van 
Winkle Munning Motor Generator Set, each 
with starting Equipment. 


Hammond J-34 Rotary Polishing Machine 
with 3-250 712 HP Heads. 


Hammond J-21 Rotary Polishing Machine 
with three 5 HP #50 Heads. 


H& S$ 


EQUIPMENT & SALES CO. 


483 Keap St., Brooklyn, N. Y. 
EVergreen 7-2526 








AVAIABLE FOR 


IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 
GUARANTEED ELECTROPLATING MOTOR 
GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 
—PLATERS — 

1—7500/3750 Ampere, 9/18 Volt, Hanson- 
Van Winkle-Munning, Synch. 

1—6000/3000 Ampere, 6/12 Volt, Chandey- 
sson, Synch., Exc.-in-head. 

1—5000/2500 Ampere, 6/12 Volt, Chandey- 
ssen, Synch., Exc.-in-head. 

1—4000/2000 Ampere, 6/12 Volt, Chandey- 
sson, 25 C., Exc.-in-head. 

1—3000/1500 Ampere, 6/12 Volt, Colum- 
bia, Synch. 

1—2500/1250 Ampere, 9/18 Volt, Electric 
Products, Synch., Exc.-in-head. 

1—2000/1000 Ampere, 9/18 Volt, Electric 
Products. 

1—1500/750 Ampere, 6/12 Volt, Hanson- 
Van Winkle-Munning, Synch., Exc.-in- 
head. 

1—1500/750 Ampere, 12/24 volt, Chandey- 
sson, Synch., Exc.-in-head. 

1—1000/500 Ampere, 6/12 Volt, Electric 
Products. 

—ANODIZERS— 

1—4000 Ampere, 40 Volt, Chandeysson, 
Exc.-in-head 

1—1000 Ampere, 40 Volt, Chandeysson, 

1—-1000 Amp., 40 V., Ideal, Exc.-in-head. 

1—750 Ampere, 60 Volt, Hanson-Van Win- 
kle-Munning, Synch., Exc.-in-head. 

1—500 Ampere, 25 Volt, Chandeysson, 
Synch., Exc.-in-head. 

1—400 Amp., 40 V., M. G. C., Exc.-in-head. 
—RECTIFIERS — 
1—2000/1000 Ampere, 6/12 Volt, G. E. 
Copper Oxide, with Manual Control. 
1—2000/1000 Ampere, 6/12 Volt, G. E., 
brand new Selenium Stacks, with ‘‘On- 

load’ Automatic Voltage Regulator. 

I1—Green Selectoplater, 1800 Ampere, 12 
Volt, 220/3/ 60. 

2—Udylite-Mallory, 1500/750 Ampere, 6/12 
Volt, Control. 


—SPECIAL— 

1—20' x 4’ x 3’ H-VW-M Semi-Automatic, 
for nickel. 

1—H-VW-M Full-Automatic Plating Machine, 
87’ long, 39” lift, was used for copper 
and nickel. 

1—H-VW-M Full-Automatic Plating Machine, 
87’ long, 39” lift, was used for chrome. 

1—H-VW-M Full-Automatic Plating Machine, 
40’ long, 39” lift, was used for cleaning. 

1—Production Pipe Polishing Machine, Mod- 
el 101, Motorized. , 

2—Ronci Enamelers, No. R-100 and R-200. 

1—K-4 Semi-Automatic Buffing Machine. 

3—U. S. Elec. Tool, Mod. 110, Twin 15HP 
Polishing Lathes. 

1—Model “A” Pressure Blast. 

Above is partial list only. Write to us for all 

your requirements for Plating, Anodizing 

and Metal Finishing. 


WIRE — PHONE — WRITE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 
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ADVERTISING RATES 


Per column inch per insertion 


1 time 
3 times - 
6 times - 


Yearly (12 times) 





$10.00 
9.00 
8.50 
8.00 





1—10000 A 
1—10000 A 
1— 7500 A 
1— 5000 A 
1— 2500 A 
1— I1500A 
1— 800A 
1— 600A 
1—  S5O00A 
1— 300A 
I— 200A 
1— 200A 
I— 150A 
3— 125A 
I— 120A 


° 
° 
> 


6/12 VOLTS 
HVW 214/10 V. 
J-L 242/10 V. 
North. 214/10 V. 
HVW 6/12 V. 
Chandey. 6/12 V. 
HVW 6/12 V. 
HVW 6/12 V. 
Eager 6/12 V. 
Chandey. 12 V. 
Hobart 6 V. 
Boissier 6 V. 

e. 3. 32 V. 
HVYW 6 V. 
Hobart 6 V. 
Eager 744/15 V. 


HVW 6 V. 
this 





PRICED TO SELL! 


MOTOR GENERATORS ‘year cusranree 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— ETC. 


ELECTROPLATING 
POLISHING 
RUST PROOFING 
CLEANING 
ANODIC TREATMENT 





15 TO 28 VOLTS 


I— 1000 A G.E. 15 V. 
Binns 


25 A Diehl 25 V. 


2— 100 AG.E. 28 V. 
1— 200 A West. 28 V, 
I1—  SOOAG.E. 28 V. 
I1— 800A G.E. 28 V. 
1— 1500 A Cent. 28 V. 
1— 2500 A Cent. 28 V. 


30 TO 60 VOLTS 


I— 100A G.E. 32 V. 
1— 200 A West. 32 V. 
1— 1000 A Cent. 32 V. 


1000 A Chondey. 40 V. 


1— 1250 A Cent. 45 V. 
ya 75 A G.E. 50 V. 
1— 325 A West. 50 V. 
1— 1500 A G.E. 50 V. 
= 1000 A G.E. 60 V. 


1000 A G.E. 75 V. 


J. LAND, Inc. 


146-148 GRAND STREET, NEW YORK 13, N. Y. 
ESTABLISHED 1910 


CAnal 6-6976 








WAREHOUSE: 602-604 - 


PRICED RIGHT FOR QUICK SALE! 


2—lIndustrial Filters suitable to both nickel and cyanide solutions. 
80—Steel, Rubber Lined, Lead Lined, Wood, Stainless Steel, etc. Plating, Dipping and cleaning 

Tanks assorted sizes (write for particulars). 

3—5 H.P. Bent Over Type Polishing Machines with motors v-belted to shafts. 

1—Hammond Rotary Automatic Polishing Machine with 4, 5 H.P. Heads. 

1—Double 15 H.P. Gardner 5D Polishing Lathe w/2 — 15 H.P. B.B. motors and individual 
drives — heavy duty. 

1—La Salco Portable Plating Barrel suitable to acid or cyanide solutions complete with 
single phase motor. 

Packermatic Rotary Automatic Buffing Machine — 24 spindle, 3 - 712 

1—Steel Lead Lined Chrome Tank 48” x 24” 


4.P. heads. 


x 24” deep complete with hood and blower. 


2—Production automatic tubular polishing machines +484 Duplex. 
3—Rectifiers 300/750/1500 amperes at 6-12 D.C. volts. 
3—Tumblers — Tilting type, bottle type, ball burnishing with steel, wood or lined tubs. 


Plating Tanks — all sizes and linings. 
AMERICAN RECTIFIERS - — 25 amperes to 10,000 amperes. 


Airbuffs — c 


— chemicals, etc. 





For Quality, Denondaninry & Service call on: 


BRUCAR EQUIPMENT & SUPPLY CO. 


20TH STREET 


BROOKLYN, N. Y. 


Telephone: STerling 8-0236 - 7 - 8 


RECONDITIONED 
EQUIPMENT 


PRICES TO SELL EVEN TO DEALERS 


TUBE POLISHING EQUIPMENT 

1—Production Machine 10 H.P. Excellent 
Condition. 

1—Duplex 484 Production, Like New. 

1—60” Packermatic Rotary Table, 12 Spin- 
dle. 

1—4 Spindle Semi-Automatic. 

1—8 Spindle Semi-Automatic. 

1—A-2 with Air Cylinder. 

GENERATORS 

1—Chandeysson 1000 amp. 40 v. Comp. Ex. 
Con. 

1—1000/500 amp. 6/12 v. Bogue outside ex. 

1—5000/2500 amp. 8/16 v. Bogue. 

1—2500 ampere 6 v. Chandeysson 
generator set. 

POLISHING LATHES 

2—Divine 5 H.P. 

2—Double Divine 5 H.P 

3—U. S. Variable speed 5 HP. 

2—Gardner 5 H.P. 

1—30 H.P. H.V.W. 

FILTERS 

1—Belke, rubber lined 750 G.P.H. 

2—Industrial 14 x 36 cyanide filters. 

CENTRIFUGALS 

1—H. V. W. 18” dryer & basket. 

1—Kreider 12”. 

2—Ronci #R-100 Speed dip lacquering or 
enameling centrifugals. 

TANKS 

5—60”"x36"x36” stainless steel, complete with 
overflows, ducts, and pipe connections. 

2—Rubber Lined 8’ x 54” x 48”. 

MISCELLANEOUS 

1—Divine Electric Glue Table w/6 pots. 

1—Blakeslee Full Automatic Barrel Type De- 


“IF IT’S METAL FINISHING EQUIPMENT 
OR SUPPLIES WE HAVE IT” 


Pesco Plating EquipmentCorp. 


15 Wythe Ave., Brooklyn 11, New York 
EVergreen 4-14172 


motor 














FOR SALE 





Slightly Used 
BUFFS 


Loose and Sewed 


Any Quantity 


MICHIGAN BUFF CO., INC. 


3503 GAYLORD AVENUE 
DETROIT 12, MICHIGAN 








DC POWER 
You Can Depend Upon 


1—Used Hanson-Van Winkle-Munning 
10,000 AMP at 12 volt or 5000 AMP at 
24 volt Motor Generator Set, synchron- 
ous motor. 

1—Used HVWM 10,000 AMP at 6 volt or 
5000 AMP at 12 volt Motor Generator 
Set, synchronous motor. 

1—Used Electric Products 5000 AMP at 9 
volt or 2500 AMP at 18 volt Motor Gen- 
erator Set, synchronous motor. 

1—Used Electric Products 5000 AMP at 6 
volt or 2500 AMP at 12 volt Motor Gen- 
erator Set, synchronous motor. 
All above are 220/3/60 and have full 
starting and control panels. 


WRITE — WIRE — PHONE COLLECT 


BAKER BROS., INC. 


564 E. FIRST STREET 
SO. BOSTON 27, MASS. 
Andrew 8-9290 


EQUIPMENT FOR SALE 
8” Porter cable belt sander type C8; $425.00. 


43D Gardner buffer 5 HP 114” spindle; 
$475.00. 

Rotoclone dust collector type D size 14; 
$950.00. 


WOLCO EQUIPMENT COMPANY 
326 E. 2nd Street Cincinnati 2, Ohio 








PLATING MACHINE FOR SALE 


1—Hanson-Van Winkle - Munning oscillating 
heavy duty semi-automatic conveyor plat- 
ing machine (24’ long x 4’ wide x 3’ 
deep) with Rheostat. 
WESTERN RUST PROOF CO. 
2137 Walnut St. Chicago 12, III 








FOR SALE OR 
TRADE 


Stevens model ‘‘B’’ double row zinc plating 
automatic. Will trade for model “C’’ or ‘‘E”’ 
Stevens barrel automatic, or sell outright. 
Address: October 2, care Metal Finishing, 381 
Broadway, Westwood, N. J. 














SEND FOR OUR 
LIST OF BOOKS 
ON FINISHING 
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SITU ATIONS OPEN 
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BUFFING COMPOUND 
SALESMEN 


SITUATION OPEN — Distributors, jobbers 
and manufacturers agents wanted to distribute 
and sell the full line of Schaffner’s polishing 
and buffing composition in bar, spray or paste 
form, and a complete line of polishing room 
supplies. 


SCHAFFNER MANUFACTURING COMPANY, 
INC. 


Emsworth, Pittsburgh 2, Pa. 





PLATER 





SITUATION OPEN-—-Plater, analytic 
duction engineer wanted for job shop i 
position, trouble shooting, plating 
ing problem setting up cycles 
Experienced in commercial barrel 
parts. Barrel gold hrome, nickel 

also barrel finishing procedure 
deburring ball rolling, et Cos 


recommended and design time 
plete up-to-date laboratory for research 
ment Give ful t iness pers 

Salary expected in first 

care Metal Finishing 














ASSISTANT MANAGER/ 
SHOP FOREMAN 


SITUATION OPEN—An experienced assis 
tant manager and shop foreman wanted by 
one of the Northwest’s largest and most ag 
gressive plating plants, located in Portland, 
Oregon. General knowledge of electroplating 
and general job shop work and pricing re 
quired. Only those interested in permanent 
connection need apply. State education, ex 
perience and starting salary expected. Send 
photograph with application. Address: October 
1, care Metal Finishing, 381 Broadway, 
Westwood, N. J. 








REPRESENTATIVES 
SITUATIONS OPEN — Distributors, jobbers and 
manufacturers’ agents wanted by a leading midwestern 
manufacturer to distribute and sell a complete line of 
polishing and buffing compounds in bar, spray or 
paste form. Several territories now open. Please give 
all particulars in first letter, which will be held in 
strict contidence 

McALEER MANUFACTURING CORP. 
101 S. Waterman Ave. Detroit 17, Mich. 











FOREMAN-MANAGER 


SITUATION OPEN—Large job 
shop in Chicago, Ill. desires fore- 
man-manager. Must be experi- 
enced in job shop polishing and 
plating, and capable of managing 
complete department. Top pay, 
plus bonus system. Give details in 
first letter, including work his- 
tory. Address: October 3, care 
Metal Finishing, 381 Broadway, 
Westwood, N. J. 








GENERAL MANAGER 


SITUATION OPEN — Man 
wanted with diversified finishing 
experience capable of taking 
charge of expanding job plating 
shop now specializing in cadmium 
and bright dip. Experience in 
production, sales and plant oper- 
ation preferred. Must be able to 
make up and maintain solutions. 
Please state experience and sal- 
ary expected. Location, South 
Florida. All correspondence 
strictly confidential. Address: 
October 4, care Metal Finishing, 


381 Broadway, Westwood, N. J. 


FOREMAN 
SITUATION OPEN—Hard chrome foreman 
wanted in Philadelphia area. Permanent job 
and good opportunity. Give details in first 
letter —— schooling, work history, salary de- 
sired. Address: August 1, care Metal Finish- 
ing, 381 Broadway, Westwood, N. J. 








DISTRIBUTORS - _JOBBERS 


SITUATIONS OPEN— Distributors and job- 
bers wanted by established Waterbury, Conn. 
manufacturer who devotes all technical and 
production facilities to greaseless buffing com- 
pounds exclusively. Supplement present sales 
with a good greaseless compound. Address: 
September 3, care Metal Finishing, 381 
Broadway, Westwood, N. J. 














SALES ENGINEER 
SITUATION OPEN—Maijor abrasive manu- 
facturer offers excellent opportunity for man 
to develop polishing, tumbling and buffing ap- 
plications and service existing accounts. Pro- 
duction experience in abrasive finishing appli- 
cations required. Age to 40. Address: Septem- 
ber 6, care Metal Finishing, 381 Broadway, 
Westwood, N. J. 











SITUATIONS WANTED 











CHEMIST 


SITUATION WANTED — Early J thirties, 
heavy industrial experience in plating, main- 
taining, analyzing solutions, small and large 
parts for industrial and decorative purposes. 
Seeking position with future in production or 
development of plating chemicals. Address: 
October 5, care Metal Finishing, 381 Broad- 
way, Westwood,  ® 








PLATER 


SITUATION WANTED—Have many years 
experience in the decorative field - costume 
jewelry, vovelties, lamps, etc. Can maintain 
solutions; understand polishing and spraying. 
Address: September 7, care Metal Finishing, 
381 Broadway, Westwood, N. J. 








ELECTROPLATING SUPT. 


SITUATION WANTED—Have 20 years ex- 
perience in all phases of plating, analysis, 
maintenance and production; buffing and spray 
painting. Address: July 8, care Metal Finish- 
ing, 381 Broadway, Westwood, N. J. 











CONTRACT FINISHING PLANTS 











THE PRECIOUS METALS PLATERS 
quality decorative and heavy electroplatings in 
GOLD - SILVER - PALLADIUM - RHODIUM 

for jewelry, industrial, electronic uses. 
Palladium & Rhodium plated to 0.0005 in. thick. 

Metallographically Controlled Electrodeposits. W. Zr 

THE PRECIOUS METALS PLATERS : 
Fairfield, Connecticut 


P. O. Box 228 


metals — Address: 








IF YOU ARE INTERESTED IN: 


High vacuum evaporation of metals, etc. for industrial and commercial 
purposes — high vacuum metallurgy — ultrasonics applied to metal depo- 
sition — chemical reduction of metals —- chemical, electrochemical etch- 
ing or milling — electrochemical forming of metal products — electro- 
chemical deposition of metals as: rare, precious, refractory; alloys; Mo, 
, Ti, alloys — chemical, electrochemical coating and treatment of 

Special Processes, care Metal Finishing, 381 Broad- 
way, Westwood, N. J. 
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conventional gold processes! 





97 
Brightness without burnishing, scratch brushing 
3 and/or buffing. 
30 on 4 oe . . 
_ Greater “throwing power” to get into deep crevices 
35 and fine holes. 
106 ‘ , , , 
Consistent uniformity of deposit because of remarkable 
metal distribution. 
39 Stable electrolyte — easily maintained. 
109 Constant efficiency — at room temperature. 
96 . : , E 
Superior corrosion and abrasion resistance. 
' We suggest you take advantage of 
10 
- our trial test offer and learn first 
112 hand the remarkable possibilities of 
i this revolutionary new process. 
40 
\ 
81 
110 
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Manufacturers of SEL-REX Silver Sol-U-Salt, Gold and Rhodium 


SEL-REX PRECIOUS METALS, INC. 


DEPT. MF-10 229 MAIN STREET BELLEVILLE 9, N. J. 
Newark -— - _ Detroit - — —- Los Angeles 
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” CHROMETEX3< 
Nickel Activator 


Chrometex activates passive nickel prior to chrome plating assuring 





bright chrome coverage over the entire piece. Many times, inside 


anode arrangements in chrome are eliminated. 


Eliminate chrome coverage problems by installing Chrometex in 
your acid dip prior to chrome plating. A two to ten percent sul- 
furic acid dip containing 0.4 0z./gal. of Chrometex prior to chrome 
plating eliminates grey streaks and greatly aids in completely 


covering deep recesses of nickel with chromium. 





